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FA LIQUABRADE, recently per- 
ected, is Lea’s answer to industry’s 
emand for a clean-washing, fast- 
pting liguid buffing compound 
ymparable in all respects to the bar 
*m compound with the added ad- 
antages noted below. It is a worthy 
ammate of the well known Lea 
ompound and Learok, industry’s 
andards for many years. It is 
lready widely used on radial or 
right line full automatic buffing 
chines. 

ith LEA LIQUABRADE, you are 
le to shift from the application of 
ut compound with its repetitive re- 
eading of the wheel to what is in 
fect continuous operation. You 
ve in composition and in buff 
ear. Operations are clean and safe. 
IQUABRADE is neither inflam- 
able nor explosive. 

IQUABRADE is available with a 
ide variety of abrasive types and 
ain sizes. It is available in 5 gallon 
ntainers, 55 gallon drums, and in 
ok car lots. Write us for details. 
eter yet, tell us about your present 
hiing procedure. We'll be glad to 
line what LEA LIQUABRADE 
bn do to help in improving your 
resent practice. 
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Here's why PROMAT 
Nav 4 4" y4\y te 


MEETS MILITARY 
SPECIFICATIONS 


PROMAT 
STABILIZED 
ZINC 


after 200 hour salt spray test 


THE TEST: Promat additive 
C-42 in zinc plating bath followed 
by Promat 2080 (20-1 dilution) in 
a simple secondary dip. Exposed 
200 hours in salt spray. 


RESULTS: No white corro- 
sion or red rust. Only a slight 
Stain apparent. 


Here is proof that Promat stabilized zinc answers the need for 
protective finishes on both civilian and military items. Promat 2080 
is an O.D. type finish. It can be used from 20 to 80 concentrate 
depending on color and amount of chrome deposit required. Promat 
2080 finish complies with: U.S. Army Specification 57-0-2c, Amend- 
ment 2; Navy Ordnance Specification 1374; Air Force Specification 
An-P-32, Paragraph C-2d; and Signal Corps Specification 72-53, 
Paragraph E-2a (4). In addition to providing excellent corrosion 
resistance, low cost Promat secondary treatments make the surface 
paintable as well. Bright, semi-bright, dull and olive drab finishes SEND FOR THIS FOLDER 


are available. describing Promat 


; , ducts for bett 
It will pay you to find out about new things from Promat — prepara- ven ound. aa 


tion, plating and secondary treatment that give zinc new importance. 
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Vieins and Views from y 4 Nation's Capitol 


e The Consumer Price Index of the U. S. Bureau of Labor Statistics rose 
from 166.9 on January 15, 1950 to 186.6 on September 15, 1951. This is 
an all-time high. 








« Because of the shortage of copper and aluminum, NPA Order M-)\7-A was 
amended to prohibit the use of either metal for decorative or ornamental 
uses on all consumer duratle goods and related products. 








« The production of titanium, which is presently at the rate of 700 tons 
per year, is expected to increase to 5,000 tons in 1952. 





- Civilian users of aluminum are presently limited to 6% of pre-Korean 
consumption. This wilI be reduced to 29% by the end of the first quarter 
of 1952. 








- Copper and aluminum allotments for the first quarter of 1952 will be 
considerably below current Controlled Materials quotas. 








« The current demand for pig lead is more than three times the available 
supply. 


e There is a serious shortage of galvanized tubs, pails, garbage and ash 
cans in this country. The Galvanized Ware Industry is having difficulty 
in getting sufficient zinc to permit the full use of its available steel 


supply. 














- General Ceiling Price Regulation SR76 authorizes ceiling adjustments 
for certain basic metallic products containing a high percentage of lead 
and zinc. It also permits galvanizers to adjust their ceiling prices to 
reflect the additional cost of lead and zinc used in galvanized products. 














- Ceiling Price Regulation 53 was amended to authorize an increase of 
2 cents a pound for lead scrap materials, secondary lead and antimonial 
lead. 














« The Military will take 0% of the nation's aluminum production and 0% 
of its brass mill products during the first two months of 1952, 








e The Office of Business Economics has just published a statistical hand- 
book for businessmen and economists called “Business Statistics, 1951 
Edition". This book ($1.50 at the field offices of the Department of 
Commerce) is a handbook of data for businessmen who wish to make analyses 
of current business conditions, 














- Small business received 75% of all contracts and 30% of the total dol- 


lar value of contracts awarded by the Army during the fiscal year ending 


June 30, 1951. 
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PLATEMANSHIP 
H-VW-M’'s unique combination of: 
. .. the most modern and complete laboratory for testing 
and development } 


. ability to provide complete equipment and ; 
ONLY H-VW-M 


eupeitiels for every plating and polishing need 
. the complete background of knowledge 
and experience in every aspect 
AND PLATEMANSHIP 
MANY EXTRAS 


of plating and polishing. 


PUT AS 


IN COMPOSITIONS 


7 | 


q 


. more mileage per pound 
H-VW-M has worked long and closely with the plating and 
polishing industry in developing compositions which are exactly 
right for the job. Years of research, experiment and development 


of composition 
have resulted in the ability to supply compositions of all grades 
for all purposes ... resulted in H-VW-M Platemanship. The com- 


... adherence to the wheel as 
long as the abrasive retains 
its cutting action 
... maximum color per degree plete line consists of a variety of job-fitted forms for convenient 
of cut application by hand or automatically in either bar or liquid and 
. clean working properties to provide maximum buffing efficiency and economy. 
seas ‘ Platemanship—H-VW-M’s often proved ability to meet every 
... easy solubility in cleaning need of the plating and polishing industry—is your assurance of 


solutions 


getting compositions which meet your requirements exactly. And 


—H-VW-M, through complete laboratory facilities, is in position 
to develop special compounds for unusual operating conditions. 
Bulletin BC-104 describes the complete range of H-VW-M Com- 


positions. Send for it. 
HANSON-VAN WINKLE-MUNNING COMPANY, MATAWAN, NEW JERSEY 
ANDERSON, INDIANA © SALES OFFICES: ANDERSON * BOSTON * CHICAGO 
MILWAUKEE * NEW HAVEN 


PLANTS AT: MATAWAN, N. J. ® 
CLEVELAND © DAYTON °¢© DETROIT © GRAND RAPIDS MATAWAN_) ® 
NEW YORK ® PHILADELPHIA © PITTSBURGH * ROCHESTER © SPRINGFIELD (MASS.) © STRATFORD (CONN.) © UTICA 
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INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES « EQUIPMENT « SUPPLIES 
December, 
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CAVEAT EMPTOR 


In recent weeks we have been deluged with inquiries from persons and 
firms who either have contracts or want to bid on contracts for finishing various 
military and civilian products. The questions usually run something like this: 
“What is Super-Duper Black Finish,” or “What equipment will I need for 
hard chrome plating submarines.” or “Who makes automatic polishers with 
built-in Hydrochlorie Drive”? 


While we consider it one of our chief functions to help with these problems, 
it does make us wonder just how and to whom finishing work is being let out 
these days. Either these inquirers know nothing about the work they are 
getting into or do not keep up with developments in the industry, either 
through contacts or through reading of the industry’s literature. 


One of the deplorable aspects of this situation is that there is plenty of 
idle capacity in finishing shops all over the country, where the know-how is 
already available and ail set to go. Somehow in times like these a lot of new- 
comers manage to get into the field: many of these do an excellent job, but 
most of them do not, with the resultant waste of time and money all around. 
(Since November | it has been made painfully obvious that it is not the 
“Government’s money” that is being wasted!) 


Buyers of finishes should be leery of any prospective source that gives 
evidence of only a meager knowledge of the desired finish. One thing that will 
help in this respect is to avoid specifying finishes by proprietary name, without 
giving any clue to the type of finish, or without adding the very important “or 
equivalent” to the blueprint or specification. Some of the proprietary names 
even have us stumped, and we've been around long enough to know them all! 


The lessons of the last war should still be fresh enough in our minds io 
enable us to avoid this uncertainty and confusion in procuring the best possible 


finishes under today’s difficult conditions. 


. Editor 


: Metal Finishing 


Wishes You A Very Merry Christwas and A 
Happy and Prosperous New Year 


ES 
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Polishing and Buffing Materials 


By Howard J. McAleer, Formax Mfg. Corp., Detroit, Mich. 


A wide variety of adhesives, polishing wheels, 
coated abrasive belts, and buffing wheels are cur- 
rently in use. It is the intention of this article 
to provide information about the nature, con- 
struction and purpose of these items.—Ed. 


Abrasive Binders 


j ipvies distinctly different types of adhesives for 

bonding abrasive grain find widespread use in 
the metal polishing field. Perhaps the original and still 
most popular adhesive is animal hide glue. The other 
is a mixture consisting of a sodium silicate base com- 
bined with extenders, drying agents and _ plasticizers. 
Both adhesives have certain advantages over the other 
on specific polishing operations, while for many opera- 
tions either one may be successfully used. 
Hipe GLUE 

In the case of animal hide glue, a good quality or 
“first run” glue is preferable to insure the basic re- 
quirements of toughness, flexibility, high melting point 
and strength. These qualifications will be secured if 
a glue having a grading of 115 millipoises or higher 
by the viscosity test is purchased. Glue manufacturers 
universally use and accept this test. Ground glue is 
usually preferred to flake glue because of its quicker 
solubility. Glue should be soaked and dissolved in 
cold water before heating. Never heat more than will 
be used within a three or four hour period. Soaking 
will take from one to two hours for ground glue and 


Marking direction of rotation oa polishing wheels indicates nap 
direction and gives maximum efficiency. 
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Reneading polishing wheels with cement binder. 


from six to eight hours for flake glue. Glue should be 
heated only in thermostatically controlled equipment 
set to prevent the temperature from exceeding 140°F. 
150°F. Higher temperatures will rapidly reduce the 
adhesive strength of the glue. All glue-working equip- 
ment should be thoroughly washed and scalded, o1 
treated with a bactericide at the end of each working 
day. 

The concentration of the glue solution to the abrasive 
grain size can best be determined by experience and 
practice. Glue should be mixed by weight rather than 
measured. The following tables will serve as a guide. 


Table I 


Grit Sizes vs. Glue Proportions 
Grit Sizes 
Proportions 220 & 
By Weight 24-36 16-54 60-90 100-120 150-180 Finer 
“> Dry Glue 50 15 10 35 30 25 
‘> Water 50 55 =©60-— 65 70 75 
Polishing wheels set up with animal hide glue ar 
more flexible and will break up into a smaller cluste: 
of grain patterns than wheels set up with sodium sili 
cate-cement-base adhesives. The frictional heat genet 
ated by the polishing wheel in use definitely softens 
the animal hide glue, and this action in turn terds t 
soften or cushion the cutting action of the anchore: 
abrasives. It is for these reasons that wheels set uy 
with animal hide glue produce smoother finishes an 
predominate as the adhesive used with abrasive grai 
in sizes from 150 and finer. 


CEMENT 

Synthetic polishing wheel cements have continu 
to grow in popular use due to several outstanding a 
vantages. Consider, for instance, that the consum¢ 
receives cement in a prepared ready-to-use form. \ 
heat is required, and if it needs to be thinned, 


FINISHING. December. 











li 


ns 











ight addition of water can be rapidly stirred into the 
ix. Constant and uniform strength is maintained, 
ven though stored over long periods. Cement will 
ir dry overnight or oven dry at 150°F. to 190°F. in a 
iatter of a few hours: this could mean lower wheel 
iventories. Cement is not nearly as susceptible to 
limatic changes as is animal glue. Further, wheels 
t-up with cement will cut faster and sharper and 
move more stock in less time. Unlike animal hide 
lue. cement does not soften from the heat created 
1y the polishing operation. This means wheel life 
in be increased tremendously. Cement is more eco- 
iomical to use and is always abundantly available. 
Cement finds its greatest use on those polishing opera- 
tions requiring abrasive grain sizes from 24 to 180. 
Special grades of cement are available for finer pol- 
ishing wheel operations. 


CEMENT AND ABRASIVE GRAIN MIXTURES 


There is nothing particularly new in the idea of 
mixing animal hide glue and abrasive grain together 
before applying to the polishing wheel. Such mixtures 
have been self-prepared and for the most part fairly 
heavy in consistency. Application has been by trowel- 
ling multiple coats onto the polishing medium so as 
to build up a substantially thick head. This practice 
has been limited to a specialized field of metal finishing 
primarily because of the slow drying time involved 
between coats. 

In recent times, this basic idea has been developed 
and improved upon considerably by using cement in- 
stead of animal hide glue. The metal finisher has the 
option of purchasing ready mixed preparations of 
cement and abrasive grain, in all grit sizes, or purchas- 
ing just the base cement itself and mixing in his own 
abrasive grain. This second method has the obvious 
advantage of stocking only the base cement and mak- 


PIECE OF PIPE 


Demonstrating proper angle for “cracking” the wheel head. 
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Balancing should be the final operation on al! reheaded polishing 
wheels. 
ing up daily or weekly quantities as required, keeping 
inventories at a minimum. 

Various viscosities are available or easily made so 
that the pre-mixed preparation can be dipped. brushed 
or sprayed onto the polishing medium. Small wheels, 
bobs or belts that are normally difficult to re-set separ- 
ately with cement and abrasive grain can be quickly 
re-set by this method. Finer finishes are obtained be- 
cause the entire abrasive particle is surrounded by 
the base cement, and a closed-face cutting action is 
affected. An even rate of cut is maintained during the 
life of the set-up surface. This application has been 
particularly successful on loose, sewed and _ bias-type 
buffs for burring, breaking sharp corners and produe- 
ing satin finishes. A thin “size coat” of plain cement 
should be used to form a base before setting up new 
surfaces with a cement and abrasive grain mixture 
for the first time. If the abrasive head is not worn 
down through to the wheel face. additional thin coats 
of the cement and abrasive grain mixture may be 
applied without re-sizing the surface. 

Thin re-coats may be applied while the buff re- 
mains on the polishing lathe spindle. Under normal 
operating conditions, the re-coat will be dry in a 
matter of minutes. Each application will last from 20 
to 90 minutes, depending on the grit size. the condi- 
tion of the stock surface to start with. and the finish 
surface desired. 


Polishing Wheel Construction 


It has been said many times that polishing is more 








of an art than a science. The truth of this observation 
is evident when viewing the extremely wide variety of 
polishing wheels that are used to finish the same class 
of work. This does not mean there is anything wrong 
with the trade practice of using different type wheels. 
It does serve to illustrate that a polishing wheel can 


ie 


Bench-type backstand idler is suitable for small or occasional jobs. 


be, and is, a very versatile “tool.” It is apparent there 
is no universal polishing wheel that will do all work 
equally well. There are no hard or fast rules concern- 
ing the application of a specific wheel for a specific 
job. Based on experience, seasoned operators follow 
their own rules as to wheel constructions, wheel speeds, 
grit sizes and type of adhesives. Specific application 
recommendations should be worked out between the 
supplier and the metal finisher. It is the intention of 
this portion of the article to acquaint the reader with 
details of polishing wheel construction from a raw 
material and sewing standpoint. This may help as a 
guide in selecting wheels of the correct quality, density, 
durability and performance. 

Muslin or woven cotton sheeting polishing wheels 
are made from bufling wheel sections. Each buff sec- 
tion in each individual wheel should be of the same 


’” 
Ss 


in direct proportion to the type of cloth and number 
of laminated plies that have been stitched together. 
These buff sections are glued or cemented together, 
placed under even pressure, and allowed to thoroughly 
dry. The type of cloth, the number of plies, the num- 
ber of stitches per lineal inch and the design of stitch- 
ing used in making the buff section, along with the 
type of adhesive bond and compression, is varied to 


thickness. This thickness will vary from 14” to 3 


produce different degrees of hardness or density. 

Muslin polishing wheels fall into two broad classi- 
fications, referred to as “full disc” wheels and “pieced” 
wheels. Full disc wheels are made from buff sections 
that contain only whole plies of cloth. The cloth count 
in such wheels is generally 64/08. Pieced polishing 
wheels are made from sewed buff sections containing 
pieced remnants. These remnants may be bleached, 
unbleached or colored cloth, in various cloth weaves 
and weights, and in strip or block form. They generally 
represent mill bolt ends or unusuable cuttings from 
textile converters such as manufacturers of shirts, 
pajamas and sheets. When sorted, assembled and bal- 
anced into buff sections, these remnants make an ex- 
cellent low-cost wheel. 

Muslin polishing wheels made from spirally-sewed 
buff sections are the most commonly used medium for 
all-around polishing. Square stitched buff sections are 
used to advantage in making polishing wheels that are 
to be face-formed to fit the contour of the work. The 


square or block stitch has a uniform density over t) 
entire surface of the wheel and serves to strength, 
the side walls. Other stitching designs are used 
sewing buff sections, such as parallel, ripple, sun-ra 
or tangent, but the spiral-sewed section leads in popul 
use. Assuming the type of cloth, number of pli: 
bonding pressure remain the same, Table II bel 
serves as a relative guide of standard densities obtai 
able by varying the buff stitching :— 


Table 1I—Muslin Polishing W heel Densities 


Medium 


Hard Hard 


Medium 

Medium _ Soft Soft 
Spiral 
Sewed 
Spacing 
Square 
Sewed 
Spacing 14” 3% ¢ 3,” 

Pressed wool felt wheels are used extensively for dry 
fine finishing and oil or grease wheel operations in 
the finer abrasive grit sizes. They are more perfectly 
balanced than muslin wheels and have a_ uniform 
density over the entire face. They are easily formed 
and retain their shape even when turned to a sharp 
radii or tapered to a fine edge. Felt is also available 
in the form of small bobs with plain or irregulai 
shapes and mounted on mandrels similar to mounted 
erinding wheel points. Nine standard densities are 
available, ranging from flint hard to extra soft. 


oO 


Canvas wheels are generally used for coarse grit, 
heavy stock removal polishing operations for “rough- 
ing out” iron and steel and both ferrous and non- 
ferrous castings. Sheepskin wheels, made from loose 
disc or sewed and cemented sections, are extensively 
used for articles requiring very high quality finishing 
with fine grit sizes. Walrus hide and “bullneck” 
leather wheels and bobs are also used for fine finish- 


Production backstand idler, with tension adjuster rod extension. 


ing of such articles as cutlery, firearms, silverwar 
and high carbon steel. Wood wheels, covered with 

thin strip of leather, still find use on fine finishin 
operations, particularly on flat surfaces where th 
plane must be maintained. The compress wheel enjoy 
preference on work that requires a true formed-fa: 
wheel that must retain its shape, or on precision finis! 
ing operations. 
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DryYING AND CURING 


It is preferable to dry set-up wheels in a separate 
curing room under controlled conditions. If glue has 
been used, a temperature of 75°-90°F. and a relative 
humidity of 50% to 55% is recommended. Drying time 
is dependent on several factors; the thickness of the 
head, the strength of the glue, the abrasive grain size, 
and the density of the cloth or leather used to make the 
wheel. In general, under the above described condi- 
tions, glue-headed wheels require about twenty-four 
hours for each abrasive head to dry. The addition of a 
propeller type fan to create forced circulation of air 
and provision of a vent to release moisture-laden air 
will reduce this drying time. 

Cement-bonded wheels can be air-dried and do not 
require the extreme control of temperature and humid- 
ity needed for animal hide glue. However, the use of 
an oven providing artificial heat, air circulation, and 
ventilation to carry off excess moisture is important 








y for uniform results. After the size-coat has been thor- 
‘ oughly dried, the first bond-coat with abrasive should 
y be allowed to air or oven dry to the touch. 
r The second coat of cement and abrasive should be 
forced dried at 140°F.-160°F. with a relative humidity 
7 of 30°. for a period of four to six hours. Remove from 
: the oven and allow to further air dry at room tempera- 
2 : x ee ne ide ture for six hours or more. In recent times, the infra- 
Rs ce eres OO ite ae Se a red lamp method of force drying cement-bonded wheels 
) Power polishing head for straight-line automatic polishing machines. has come into ene eee particularly among the 
smaller shops. - some instances, wheels can be dried 
’ . be la . in a matter of minutes instead of hours under this 
1- cla oemeaies — aad eaninnen method. The use of infra-red drying lamps permits 
1- The face of a new polishing wheel should be trued cavalier ened tcddietniiien sad Sie equipment is re- 
e ona lathe, and the side of the wheel marked with an quired, with reduced floor space. Several manufac- 
y — indicating the direction of rotation. I — this turers of this drier equipment are able to offer simple 
8 point _ the wheel should always be run in the fabricated steel constructed frames, equipped with ad- 
same direction, with the nap. A separate walled-off justable banks of lights, conveyor chains and a rotat- 
1- set-up room free of drafts and held to approximately 
80°F. will pay large dividends in wheel life by pre- 
venting rapid jelling of the adhesive. If animal hide 
glue is used as the adhesive, the glue solution should 
be about 140°F. and both the wheel and the abrasive 
grain should be heated between 100° and 120°F. 
before the size coat is applied. If heating equipment is 
not available for warming the wheel and the abrasive, 
then a slightly hotter glue solution should be applied 
to the cold wheel to help prevent chilling of the glue. 
New polishing wheels, or old wheels that have been 
cleaned down to the fabric, must first be given a thin 
size-coat treatment with the adhesive. This sizing should 
be thin enough to permit deep penetration into the 
wheel face. It is good practice to coat the side walls of 
the wheel at the same time. This will prevent grease and 
oil from penetrating into the fabric at this point and 
‘ive some scuff protection. When the size coat is dry, 
brush a coat of the adhesive bond onto the working 
ré surface and immediately roll the wheel into a trough of 
ibrasive grain until it has picked up all the grain it will 
hold. If a second coating of abrasive is required, the 
rst coat should be dried only to the extent that it is 
ot disturbed by the brushing on of the second applica- 


on of adhesive. Again roll the abrasive onto the wheel 





} 


urface. Lamination of the abrasive coatings may occur 


{ too long a drying time is permitted between coatings. Power head for automatics utilizing abrasive belts. 
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Rotary automatic polishing machine doing contour work with 
abrasive belts. 


ing mechanism for continuously moving and drying 
the wheels. 


CRACKING THE WHEEL HEAD 


Each time a wheel has been set-up, it should be 
checked for balance and counter-weights fastened to 
the sides, if required. Wheel arbor holes may become 
enlarged, and leather or metal bushings should be in- 
stalled to insure a snug fit. The set-up dried wheel is 
now ready for the “cracking” operation. This is done 
by hitting diagonally across the wheel face with a piece 
of round pipe. Do this completely around the wheel 
once or twice, striking the wheel face at about a 45 
angle. This “cracking” is repeated with the pipe strik- 
ing at a 90° angle from its first position, so that an 
“XX” or diamond pattern is formed on the abrasive 
head. The purpose of the “cracking” operation is to 
cushion the face and permit flexibility. This “cracking” 
operation should always be done at the set-up bench 
and never attempted when the wheel is mounted on 
the machine spindie. After “cracking” run the wheel 
against a carborundum stone or emery wheel fragment 


to have the surface free of loose grain and high spots. 


\void wearing the abrasive head down to the fabric, 
so that “sizing” will not be necessary to again re-coat 
the wheel face. If a polishing grease lubricant has 
heen used, this should be dried out of the wheel before 
storing, if the wheel is to be again used without re- 
heading. This is generally done by holding a piece of 
lump pumice against the revolving wheel. All grease 
must be removed from the wheel face before re-head- 
ing. If the pumice operation has not completely ab- 
sorbed the grease or oil, then the use of an organic 
solvent may be necessary to effect complete removal. 


OPERATING SPEEDS 


Wheels set up with hot animal hide glue are most 
efficient when operating from 6000 to 8000 SFPM. 
Surface speeds beyond this range will soften the glue 
hase and create a glazed condition or permit the abra- 
sive to be torn from its setting. Wheels set up with 
cement can be operating up to 9500 SFPM. Under 
extreme frictional heat, cement has an opposite reac- 
tion of glue — it hardens. If cement coated wheels are 
operated much beyond 9500 SFPM, the moisture left 
in the sodium silicate base is driven off and the surface 
hardens too much for good polishing efficiency. 


\n operating speed of 7500 SFPM is normally used 


for average metal polishing work. The physical cha 
acteristics of the metal being polished is the limitin 
factor rather than the wheel speed. Wheel speeds shou! 
be altered up or down in accordance with the he 
tolerance, temper or “flow” of the metal. Only exp 
rience can determine the correct surface speed to | 
used for polishing the various metals. 


WHEEL BALANCE 


The vital importance of a true-running wheel is ai! 
too often forgotten, after the wheel has been broken-in 
and re-headed a few times. An unbalanced wheel tends 
to spring the spindle. It damages or creates excessiv: 
wear on the bearings. It lowers wheel life because th: 
abrasive head wears through the high spots first and 
a re-heading operating is required before its normal 
efficiency has expired. Further, it tends to gouge the 
work or at least produce an uneven polished surface 

The wheel should be re-checked for balance each 
and every time it is set up. If compensating balance 
weights are needed, best results will be obtained if the 
weight is divided so that one-half of the weight is 
mounted on each side of the wheel. This will keep the 
wheel in dynamic as well as static balance. Table III 
illustrates how much force is exerted when a wheel is 
out of balance by even a few ounces. 


Table I1l—Force Exerted by Out-of-Balance 
W heels 


Out of 
of Balance 

Wheel R.P.M. Weight’ Exerted Weight Exerted 
iz” 1800, loz 344% lbs. 202. 69 lbs. 
12” 2000 loz 72 Ibs. 202. 144|bs. 
14” 1800 | oz. KO Ibs. 80 lbs. 
14” 2600 loz 8 lbs. 168 lbs. 


Diameter Out of 


Force Balance’ Force 


Abrasive Belt Polishing 


In recent years, the most outstanding development 
in metal grinding, burring and polishing operations 
has been the introduction of the belt-backstand method 
of finishing. This method uses factory-prepared endless 
coated abrasive belts in place of set-up polishing 
wheels. Equipment required is fairly simple and con- 
sists of (1) Any standard polishing lathe, either ped 
estal or bench type; (2) A free-running adjustable 
idler pulley mounted in the rear of the polishing lathe 
and used to support the abrasive belt; (3) A contact 
wheel mounted on the lathe spindle to replace the set-up 
wheel; (4) Belts in the grit or grits required to give 
the desired finish. 

Coated abrasive manufacturers point to numerous 
advantages offered by the belt method of finishing. A 
larger abrasive area is put to work; for example, a |! 
foot x 4” wide belt has four times the abrasive surfac: 
of a 14 inch diameter x 4” wide set-up wheel. The adhe 
sive bond and the carefully sized abrasive grain 1s 
applied to the belt backing under precise, factory-con- 
trolled conditions. The abrasive grit stands up on th: 
belt surface and more stock can be removed in les= 
time and with finishes free of “wild” grit scratches 
It is frequently possible to reduce the number of polish 
ing operations to acquire a certain finish by skippin; 
one or more grit sizes and so taking larger steps b 
tween stages of finishing. Set-up polishing wheels a! 
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mstantly reduced in diameter as they are worn down 
nd then dressed for sizing and reheading. With each 
eduction in wheel diameter, there is a corresponding 
ecrease in wheel speed (S.F.P.M.) and this lowers its 
olishing efficiency. On the other hand, using the belt- 
»ackstand method, the belt wears out but the contact 
vheel remains at its original diameter and the S.F.P.M. 
if the belt always remains the same. It takes only a 
few seconds to change an abrasive belt. The tempera- 
‘ure-controlled room ordinarily required for curing 
set-up wheels can be released for more productive uses. 
(he adoption of the belt-backstand method reduces or 
eliminates much of the equipment and floor space used 
for set-up wheels and the skilled labor required for 
their preparation, care and operation. 

The research laboratories of the coated-abrasive in- 
dustry have developed special cloth belt backings, adhe- 
sives, abrasives, and angled belt joints for either flat 
or contoured polishing operations. Equally important 
to the success of this finishing method has been the 
development of the proper backstand idler equipment. 
contact wheels and belt lubricants. 


BACKSTAND IDLER EQUIPMENT 


The highly efficient backstand idler equipment that 
is now available includes machines for manual, semi- 
automatic and automatic polishing operations. Numer- 
ous machine manufacturers have worked closely with 
the coated-abrasive industry to develop units for almost 
any regular or special polishing operation. Idler units 
for manual use are quite simple and effective. They are 
literally made of a free-running, sealed ball-bearing 
pulley, mounted on a spindle and base. While these 
units may be mounted in almost any convenient loca- 
tion at the rear of the polishing lathe. a floor mounting 
is recommended. Depending on the size of the unit, belt 
tension is controlled by air cylinders, counter-weights 
or simple spring tension. The bracket mounting for the 
pulley wheel may be swiveled for belt tracking adjust- 
ments. Several units have lateral adjustments at the 
pulley spindle to accommodate contact wheels and belts 
of different widths. 

Semi-automatic and full automatic belt polishing 
machines have been designed to polish flat as well as 
contoured surfaces. The design of some of these ma- 
chines utilizes many of the proven features of auto- 
matic polishing and buffing machines, such as rotary 
indexing tables and straight-in-line heads with oscil- 
lating movement. In fact. some machine models com- 
bine belt finishing heads for polishing followed by 
buff heads for final bright finishing. 

CONTACT WHEELS 

The selection of the correct contact wheel is impor- 
tant, and expert advice should be solicited. Contact 
wheels are available in canvas, cloth, leather, felt, rub- 
ber, combined cloth and rubber. and cork, all in suit- 
able densities, with plain or serrated faces, and all de- 
signed for specific operations. Hard contact wheels are 
used for rough polishing on flat or semi-flat surfaces 
where heavy stock removal is more important than 
finish. Medium density contact wheels are used for fine 
polishing and “oiling out” on relatively flat surfaces. 
Contour grinding and polishing on irregular surfaces 
requires a soft, flexible and resilient wheel: a wheel 
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that will form itself to the shape of the work at the 
point where the polishing pressure is applied across its 
face. The flexible coated abrasive belt will readily fol- 
low the shape taken by the wheel and permit uniform 
belt contact over the contoured surface being polished. 
This type of a flexible contact wheel is made especially 
for belt use. It is made of high-count, heavy weight. 
special treated cloth in a buff-type section. The cloth is 
bias-cut and folded or puckered to present an even and 
uniform dense face. Each contact wheel section equals 
one-half inch of face thickness. Sections are mounted 
side by side 


steel flanges. 


between a pair of supporting cup shape 


BeLt LUBRICANTS 


Lubrication of the cutting surface of the abrasive 
belt has many advantages in the fine grit polishing 
operations. It prevents gouging or too sharp a cut; pro- 
duces a finer, smoother and brighter surface; increases 
belt life by preventing or retarding belt loading and 
clogging: keeps the work cooler and permits polishing 
grit lines to buff out easier. 

Lubricants have been developed especially for use on 
coated abrasive belts. The regular type polishing grease 
stick lubricant intended for use on set-up wheels are 
made of high melting-point greases and waxes. These 
regular greases do not tend to load or glaze set-up 
wheels because a set-up wheel runs hotter than a belt 
and this heat keeps the lubricant thin. Further, the 
“cracked” surface of a polishing wheel acts as a reser- 
voir for the surplus grease and metal cuttings and the 
constant flexing of those cracks aids in keeping the 
wheel open. This condition is not present with a coated 
abrasive belt surface. The use of these regular polish- 








Flat polisher for polishing strip stock and flat blanks. Very wide 
belts are used to cover the entire strip area. 
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Curved 
Tangent 
Buff 


Loose Type 
Full Disc 
Buff 


Spiral 
Sewed 
Buff 


Parallel 


Concentric 
Sewed 
Buff 


Square Sun 
Sewed Ray 
Buff Buff 


Showing some of the various sewings available in commercial buffs. Many other sewings can be made for special purposes. 


ing wheel lubricants has a tendency to form a “gum- 
my” film that loads or glazes the belt. 

Lubricants developed specifically for use on belts 
are available in conventional stick tube form and in 
liquid form for spray or quick application. Belts run so 
cool that a lubricant that will not harden or glaze 
should be used. A light bodied grease that will spread 
out thinly, penetrate the coated abrasive surface, and 
remain in a “wet” condition after application is recom- 
mended, 


Buffing Wheels 


Common reference is made to the effect that a given 
make, type or style of buff is a “fast-cutting” or a good 
“coloring” buff. Such an implication can be misleading 
to the un-informed. It is the buffing compound on the 
wheel face that actually does the “cutting” or “color- 
ing” on the work surface. The ability of the buffing 
wheel to serve as a conveyor of this compound, and to 


verform its part efficiently in the buffing operation, is 
£ Of} 


dependent on many factors. A few of these factors in- 
clude the buff diameter, type of cloth, pattern of sew- 
ing and other assembly details of folding, pleating and 
puckering. The variety of buffing wheels available is 
almost endless, and no attempt is going to be made in 
this article to make specific recommendations of any 


given buff for any given job. An attempt will be made 
to provide raw material and buff construction informa- 
tion that may lead the buffing wheel consumer to a 
better understanding of the tool he is using. 

Practically all cloth-muslin buffing wheels in general 
use are trade classified under three broad designations. 

(1) Full-Dise Buffs. 

(2) Bias-Type Buffs. 

Pieced Buffs. 

(ll three have definite individual advantages. But 
before proceeding on to construction and application 
details, a word about the muslin cloth itself should be 
mentioned. The quantity of cloth used for making 


(3) 


buffing wheels is relatively small when compared to the 
total output of muslin sheeting consumed by other tex- 
tile converters. The buff manufacturers choice is, there- 
fore. limited to a narrow range of production-run sheet- 
ings. The buff consumer specifies the type cloth to be 
used in filling his order by thread count and cloth 
weight. In general, the higher the thread count and the 
heavier the cloth weight. the stiffer the buff. High- 
count cloth will hold a better head of buffing compound 
and thus cut faster and wear longer than low-count 
cloth. 


There appears to be no confusion in the trade by the 
term “thread count” because it is easily understood 
that it is the number of warp (lengthwise) and filling 
(crosswise) threads woven within a square inch, How- 
ever, the weight of the cloth expressed in numerical 
figures is not always clearly understood. The weight 
of the cloth is just as important to the durability of the 
buff as the cloth count; in fact, more so. For an ex- 
treme example, a finely-woven handkerchief might have 
a high cloth count of 120 x 120 threads per square inch, 
but the diameter of the woven thread is so small that 
the finished cloth is too light in weight and body for 
practical buffing purposes. 

\ number of popular sheetings are loomed 40” 
wide. Such standard cloth counts as 48/44, 64/64, 
80/92 and 86/93 are purchased in that width by the 
sheeting purchaser. Table IV illustrates the difference 
in the number of 40” width x 36” long pieces of cloth 
required to weigh one pound. 

Table VW—Cloth Weights 
Cloth Weight 


(Number of 40” x 36 
Yards to the Pound) 


Width of Sheeting Thread Count 


(As Received from Mill) (Per Square Inch) 
10” OB /44 
10” 64. 64. 
LO” 61 64 
10’ 63/76 
10” 80 (80 
LO” 80/92 
LO” 86/93 


The difference of weight is apparent between the 


2.85 
3.15 
3.50 
2.93 
4.00 
3.50 
2.60 


two 40” width sheetings even though the cloth count 
of 64,64 is the same. Obviously. the heavier 3.15 
weight cloth will prove to be the most durable when 
made into buffing wheels. 


There are other factors that influence the quality 
and performance of the cloth. For instance, the locality 
and source of the raw cotton, the average staple or 
length of the raw cotton fiber, the number of twists 
per inch used in spinning and plying the yarn, the 
diameter of the yarn thread, the type and quantity 
of starch or resin sizing, and the weaving process. 


There are no exact rules to follow when first select 
ing the best cloth for performance and cost. Howeve1 
trade practice is to use the lower count sheetings fo 
light cutting or coloring operation and the higher 
count, heavier weight cloth for heavy-duty cuttin 
down operations. Benefits in better finishes or low: 
cost may be derived by testing buffs made from vario' 
cloth counts and weights. 
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LL Disc Burrs 


\ full-dise buff means that each ply in the buff 
tion is a one piece circular layer of cloth. Every 
o plies should be rotated or “turned” slightly to 
ry the direction of the weave so as to equalize wear 
id insure balanced weight distribution. A 20-ply 
ction is considered standard, but any reasonable 
imber of plies can be furnished. They are termed 
oose-buffs” when the plies are assembled and held 
gether with a single row of sewing around the 
rbor hole. Various patterns of sewing are added to 
fluence buff hardness, flexibility, resiliency and com- 
jound-holding ability. Six to eight stitches per lineal 
uch is considered standard. Tighter stitching can be 
rovided on special request for a slightly higher cost. 
Spiral sewing enjoy preference over all other sewing 
lesigned. Each row of a concentric-sewed buff is 
separately sewn. This open-type of circle sewing is 
generally used where the flexibility of a loose buff is 
required with just enough rows of sewing to impart 
some degree of density. The block pattern of the square 
sewed buff is ideal for producing a hard density when 
the spacing is held closely together. The terms “pocket- 
sewed buff” is applied to those designs of sewing that 
radiate out from the arbor hole. Pocket-sewing pat- 
terns include sun-ray, curved tangent, parallel, ripple 
and square designs. The pockets formed between the 
rows serve as a reservoir for retaining the buffing 
compound. The term “pocket-sewed buff” is not to 
be confused with pocketed buffs that are made by 
folding or pleating the cloth. 


BiAS-TYPE BUFFS 


The bias-type buff has a rigid center of metal, com- 
position or plastic. The inside center diameter is 
available in standard sizes of 3”, 5’. 7” and 9”. This 
type of buff is constructed of long rectangular strips of 
cloth that have been cut on the bias and wound around 
the rigid center. The cloth strip at the center hub 
has been gathered or pleated and flares out toward the 
buff face forming puckered pockets. By bias cutting 
the cloth strips and mounting these strips around the 
center so that in effect the threads always form an 
“X" at the periphery, unraveling and pulling out of 
the threads is overcome. Unlike full-dise buffs, the 
number of ply does not necessarily indicate the amount 
of cloth in each section. A very heavily pleated. folded 
or puckered buff can contain double the square inches 





ias-type buffs, showing increasing amounts of “pucker” from 
left to right. 
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Several sections of bias-type buffs are mounted together to form 
a wide-faced buffing wheel. 


of cloth as a buff that is but lightly pleated, folded 
or puckered, even though the number of ply is the 
same in each buff. 

As this pleated, folded or puckered effect is in- 
creased. the buff increases in hardness and density 
and ability to hold a greater supply of bufling com- 
pound. This definitely increases the “cut and color” 
action of the buffing compound. It greatly increases the 
life of the buff. The puckered or pocket face also ef- 
fects a cross cutting action that continually crosses 
buffing lines and eliminates or reduces directional 
buffing streaks. A greater flow of air is kept in circu- 
lation because of the puckered face. Additional venti- 
lation to the buff and the work can be provided by 
ventilating holes through the rigid center. 

Bias-type buffs are made in all standard cloth 
counts and weights. They are used extensively on 
hand buffing operations and have proven particularly 
advantageous on semi-automatic and full-automatic 
buffing operations. 

PreceD Burrs 

\ sewed pieced buff means that the buff section is 
composed of new but irregular shaped remnants and 
strips of cloth. These pieces are laminated between 
two outside layers of full dise cloth. Various qualities 
or grades are offered ihat consist of all-colored. un- 
bleached. bleached. and mixed blends. Pieced buffs 
are generally used on heavy cutting down buffing 
operations and on operations that severely punish the 
buff face with a raking effect. The spiral-sewed and 
the square sewed pieced-buff in relatively tight sewing 
patterns are preferred over other types of sewing. 

When the remnants are properly sorted, graded and 
assembled in a somewhat balanced arrangement, 
pieced-bufls prove to be a very economical buff to use 
because of their lower initial cost. The variation pos- 
sible in their construction would indicate that supply 
sources should be carefully selected. 








Dragout Control—Part Il 


By Joseph B. Kushner, Director, Kushner Electroplating School, Stroudsburg, Pa. 


N the first part of this paper it was shown that the 

thickness of the liquid film clinging to a flat strip of 
length “a” and width “b” that is withdrawn from a 
plating solution with a uniform velocity “U”, is given 
by 


(8) f 


where v is the kinematic viscosity of the solution. 


02 Uv 


Alternately (8) can be stated as 


(9) f 


where @ is the viscosity and d is the density ( specific 


02 \/Ue/d 


gravity) of the solution. 

Since U is equal to the length of the strip, “a”, 
divided by the time interval between the moment the 
top of the strip cuts the free surface and the moment 
the bottom of the strip does so, we can also write as a 
form of equation (8), 


(10) f 


where t is the time interval in seconds. 


02 \/ae/td 


As the average film thickness multiplied by the area 
on which it exists is equal to the film volume, it can be 
said that the volume of solution withdrawn on the 
strip, W, is equal to 


(11) W 2A \/ae/td 
where A is the total area of the strip. 

It is of interest to check this equation with some of 
Soderberg’ s® results. 

For a strip 12” x 4” removed from a zine plating 
solution in ls second and drained for 4% second, a 
dragout loss of 10.8 ccs. was found. Transforming into 
30.5 cms. The 
viscosity and density of the zinc cyanide solution are 


centimeter units. A 620 sq. cm., a 


unfortunately not given but these can be roughly ap- 
1.13, from 
known values for similar types of solutions. Accord- 


proximated as ¢ OLS poise and d 


ingly. 


\ 02 & 620 \/30.5 & .015/.5 & 1.13 11.1 ces. 
This compares with the 10.8 ces. actually found. 

It will be noticed that the formula result is higher 
than the actual result. This discrepancy becomes much 
greater when the drainage time is longer. For example, 
at the same withdrawal velocity with the drainage time 
increased from ! seconds to 2 seconds, only 5.85 ces. 
of dragout were observed and with the drainage time 
for the same rate of withdrawal increased still further 
to 10 seconds, 3.4 ces. of dragout were recorded. 
Similarly, with other withdrawal rates, formula 11 
gives comparable results for short drainage periods 
and increasingly erroneous results as the drainage 


period lengthens. Clearly, formula 11 does not allow 
for the volume of liquid that drains off as the strip is 
held above the tank surface. 

If we call the Greek letter delta, A, the volume of 
liquid that drains from the strip during a given drain- 
age period t,, and © the dragout volume per sq. ft. of 
surface, we can write, 

W A 

(12) O=- 

A 

According to this relationship, if we wish to reduce 

) to a minimum value, W must be made as small as 
possible and delta must be made as large as possible. 
We already know the factors which effect W, the most 
important part of the right hand side of the equation. 
We must now consider the factors that effect delta, the 
drainage volume. 


t Surrace TENSION 
Viscosity Force 


Force 














Fine WEI@HT 
Force 


Figure IV. Forces acting on a draining liquid film. 
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Figure V. Illustrating the contact angle of liquids with solid 
surfaces. 











The Drainage Phase 
When the strip is pulled out of the plating solution. 
the clinging liquid film is carried along by inertia; as 
the upward motion nears an end gravity forces begin 


crease the viscosity at a greater rate than those sub- 
stances which form simpler molecular structures. The 
only thing that will surely lower viscosity in a plating 
solution is to increase its temperature. Temperature has 
a marked effect on the “fluidity” of liquids. 

The force of viscosity is such that it tends to increase 
W and lessen A. In view of this it is probably the most 
important factor in equation 13. Since, in order to 
reduce dragout losses we are seeking to make W as 
small as possible and A as large as possible. it is vital 
that the viscosity of the plating solution be kept as low 
as possible. 

Some substances frequently found in plating baths 
are highly surface active and in addition possess mole- 
cular structures which give very high viscosities. A sub- 


f to take over, and a different force balance is initiated stance of this type often found in plating baths as a 
that produces flow of the liquid film back into the tank. smoothing and brightening agent is gelatin. As indi- 

f From a consideration of the forces involved we can cated in Figure 5, these molecules tend to concentrate 
write that A is a function of the weight of the film, its at free surfaces and interfaces. Because they do this, 
viscosity and its surface tension* and the time per- the outer layers of the solution may have abnormally 
mitted for drainage. Putting it into symbols. high viscosity as compared with the viscosity of the 

A =F, (Wdesst.) main body of the solution, giving the outer layers a 
=F, sty ; i AR a ‘a 

: 8 property known as “surface viscosity.” If the “surface 

; where F, is the unknown function. W the volume of viscosity” of a solution is high, the drainage rate will 
the original film, s is the surface tension and the other he very low. 

t snake oo eeerae previously 1 gre . eee In accordance with these principles. therefore. we 
origina wit women al volume is equal to f, the film thick- can state the following rules for keeping dragout losses 
ness, multiplied by the total area. we can rewrite equa- oh os iia, 

¢] a . « « . 
tion 12 as , , , . 

|. Keep the concentrations of all dissolved 
13 © = .02 \/ae/td F, (fdgest, ) materials at the minimum value requisite to the 
\ 5 A 
; proper operation of the bath. This prime rule 
Because the motion of the liquid film down the strip operates to reduce dragout loss in two ways: it lowers 
is not uniform at the start it is well nigh impossible to not only the concentration of the substances removed, 
formulate a mathematical expression to take all these but the volume of liquid removed as well. 
factors into effect. However. it will be noted that the ‘ , , 
: ieee é ; : 2. Do not add anything to a plating bath that 
P = 
factors influencing delta are. with the exception of , - , 
. ; - does not perform a necessary function in the 
surface tension, the same that influenced W. With the hid . + 
: . Bei : ; same. If there is a choice between addition agents 
help of certain general principles it should be possible ; : iat acs 
“ ‘ ; such as brighteners. ete.. each of which will give about 
to make deductions as to the manner in which the ; 
; : ‘ the same result, choose the one with the least complex 
various factors operate, and how they influence W and ; a 
; . hae get ; molecular structure. (This rule may not always hold. 
\. Further, while the analysis is made for a simple “ae : apne 
; cy me as certain simple polar-type organic compounds will 
strip, what is found for this case will. in general, hold — a le NS AN ne laste 
Sith ll give tar greater “surface viscosity effects than others.) 
or more complicated shapes. ; , ; : ; 
TI anata i - Another thing that might be mentioned is that there is 
= factors that influence W and 4 seated be broken the possibility, theoretical at least. of finding for cer- 
rie se three magnersaenege ss - a proper- tain plating baths, addition agents that will act as “in- 
tm re plating solution. 2. ae arnt ternal lubricants” and therefore reduce viscosity. This 
of the object. W e will deal first with the physical prop- is a matter for research and is out of the realm of prac- 
erties of the plating solution. ticality at the present time. 
Physical Properties of the Plating Solution 3. Operate the plating bath as hot as possible. 
= Inasmuch as raising the operating temperature mate- 
Viscosity é I & I 
a rially reduces viscosity, it will help reduce dragout 
With regard to dragout losses the most important losses. Soderberg found reductions in dragout loss of 
property of a plating solution is its viscosity, or resist- as much as 20‘¢ by increasing the operating tempera- 
ance to shear. The viscosity of a solution is a function ture of a nickel solution from 25° to 45°C. Similarly, 
of the concentration of its components and their mole- greatly increased drainage rates were found by Miles‘ 
cular nature. The viscosity of a plating solution can be at higher temperatures. in connection with a study 
readily increased but is difficult to decrease. Most sub- made on detergent films. Operation of a plating bath 
stances when dissolved in water increase the viscosity at higher temperatures also has a further beneficial 
of the solution: those substances which when dissolving effect in connection with dragout. in that it gives a 
tend to form more complex molecular structures in- higher evaporation rate. the advantages of which will 
eel a be discussed in a later section. 
‘The force of surface tension must now be taken into con- 
sideration because to remove a liquid film from a solid surface DENSITY 
work must be done to overcome the adhesion between the two. eo 
his work is known as the “work of adhesion.” The density of the plating solution, or relative mass 
951 —— . ‘ ~ 
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Figure Vi. Surface Active addition agents concentrate at inter- 


faces imparting ‘surface viscosity.” 


per unit volume, has a bearing on the dragout loss C 
inasmuch as it is a force that acts to lower W and in- 
crease \ which is what we are seeking to do. Like vis- 
cosity, it is a function of the concentration. Unfortun- 


greatly overbalanced 


ately however, its effect is usually 
by the fact that a small increase in density usually 
brings about a large increase in viscosity. To give an 
example of this, a 20° sucrose solution has a density 
of 1.08 at room temperature and a viscosity of .O19 
poise. If the concentration of sucrose is increased to 
60‘, . the density is increased to 1.28 and the viscosity 
is now .96 poise. In other words the density changed 
by a factor of about 187% whereas the viscosity in- 
creased by a factor of 2700‘. ! From the standpoint of 
dragout reduction, therefore, if a neutral salt could be 
added to the 
its weight without increasing the viscosity materially, 


solution that would “load” it or increase 


it would be a very desirable thing. The only rule that 
can be formulated regarding the property of density 
as it effects dragout is: 

1. If there is a choice of conducting salts that 
can be used in a plating bath use the salts that 
give the greatest density and the smallest vis- 
cosity per unit concentration. 


SURFACE TENSION 


Surface tension, which may be described as the force 
required to extend a liquid surface by a unit area, plays 
a rather important part during drainage. After the 
major part of the liquid film drains off there remains 
behind an “equilibrium film” resulting from the bal- 
ancing of the forces of gravity and surface tension. 
The force of adhesion holds the film to the surface, 
while the force of gravity tends to drain it off. When a 
liquid is in contact with a solid the amount of work 
that must be performed on the liquid surface to separ- 
ate it from the solid surface is given by the expression 

s (] cosB) 
where s is the surface tension of the liquid and B is 
the “contact angle.” i.e.. the angle formed by the edge 
of a drop of the solution on the clean solid surface (see 


Figure 5). Obviously. the thickness of this “equili- 





brium film” will depend on the “work of adhesi 

Inasmuch as metallic surfaces such as are enc: 
tered in plating are usually completely “wetted” by 
plating solutions used, the contact angle will usu 
be zero and therefore the work of adhesion will | 
function of the surface tension only. This means t! 
that lowering the surface tension of the solution \, i] 
thin the equilibrium film, thereby increasing delta. 

In addition there is an “edge effect” in which 
face tension plays a part. There always exists a rol! 01 
“head” of liquid which will cling to the bottom « 
of the strip or whatever the object happens to be. 1 
equilibrium volume (or maximum amount) that will 
cling to the bottom edge is a function of the surface 
tensions, and the length of the edge, approximate| 
that is 


Vsti 


where V is the equilibrium volume, K is constant and 
| is the length of the edge. Accordingly, any reduction 
in surface tension will bring about a reduction in bot- 
tom edge “holdup” and thus increase delta. We can 
now state the following rule to help reduce dragout: 


5. Make use of an effective wetting agent in 
the plating bath. In connection with the use of a 
wetting agent or surface tension reducer, what was said 
under Rule #2 should be remembered. Some wetting 
agents will give much higher surface viscosities than 
others. Another point that should be remembered is 
that wetting agents, while not electrolytically plated 
out, are plated out in the sense that they concentrate at 
interfaces and are therefore removed from a plating 
bath at a faster rate than neutral salts. (See Figure 
II). This being the case it is important to maintain 
regular checks on surface tension with a stalagmometet 
or Sur-Ten Meter.** 

Time - 

Since W varies inversely with time and A varies 
directly with it, the factor of time works to reduce 
dragout loss. Increasing the withdrawal time ty lessens 


** Patent applied for by the writer. 























Figure VII. Drainage from a solid cube racked in two wa) 
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\\. and increasing the drainage time t,, increases delta. 
\\ ith sufficient time, dragout can be reduced to its 
» nimum value, but because of production considera- 
ti ns the total amount of time used must be necessarily 
very limited. This being the case, it is obviously wiser 
ti take a longer time in withdrawing the strip than in 
draining it, because in this way there is less of the 
solution removed so that there is less to drain. To put 
it in another way, since A can never equal W, it is 
better to make W smaller to start with. Actually there 
is a limit to the amount that will drain off and it takes 
so long to reach this limit that for practical purposes 
a value of ty must be chosen arbitrarily. Soderberg* 
showed that the drain-off approached a limit in about 
6) seconds — a rather long time to hold a piece of 
work over the tank. The following rule can be given 
with regard to time as a factor: 


6. With a giver, fixed time period allowed for 
withdrawal and drainage, use the largest part of 
the period for withdrawal. Using a longer with- 
drawal time also has this decided advantage: With a 
lower velocity of withdrawal the withdrawing move- 
ment will be smoother and there will be a smoother 
withdrawal from the free surface of the liquid. A 
smooth withdrawal permits surface tension forces to 
act more effectively, i.e., the free liquid surface exerts 
an even pull on the draining film so that a minimum 
amount of “bead” is formed on the bottom edge. For 
the same reason, an automatic plating machine which 
will exert a smoother withdrawing action than can pos- 
sibly be exerted manually, and will give a lower drag- 
out for a given piece of work for the same removal 
time than will hand removal. 


Geometrical Factors 


lhe geometry of the object to be plated plays a very 
important part in determining what the dragout loss is 
soing to be. In fact in many cases its effect is so great 
that all other factors may be disregarded! In the case 
of a simple strip, for a fixed ty, the value of W varies 
directly with the square root of the length a, so that the 
longer the strip is the greater will be W. Also for a 
fixed ty the longer the strip is the less will be A. Ac- 
cordingly, it follows that there will be less dragout with 
the shorter dimension parallel with the tank sides than 
at right angles to them. This can be stated as Rule #7, 
For minimum dragout rack solid objects so that 
they are extended in area rather than in depth. 
\ corollary to this is Rule +8. Do not rack objects 
directly above each other se as to lengthen the 
drainage path. 


lable-top surfaces and cup shapes greatly increase 
| I | o : 


he amount of dragout, as can be readily understood. 
The only way for reducing the losses due to these 
geometrical factors is to make mechanical provisions 
for so doing. Thus, in the case of table-top surfaces, 
racks for holding them must be so designed that these 
surfaces are tilted to the horizontal plane. 

Let us consider two simple solid shapes, a cube and 
a cone. With any surface of the cube in a horizontal 
plane there will be a table top effect and large dragout 
loss. (See Figure 7.) If the cube is suspended so that 
the long diagonal is vertical there are no table top sur- 
faces and all the drainage flow is consolidated to run 
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Figure VIt!l. Drainage from a solid cone-shaped piece. 


together towards the bottom end of the diagonal, where 
it flows off from a point. With a cone shape. if the base 
of the cone did not have to be plated. the obviously 
best arrangement would be to have the long axis ver- 
tical with the apex down and the base above the free 
surface of the solution, which would give maximum 
drainage (See Figure 8). If the base has to be plated 
then the long axis must be tilted so that there is drain- 
age from edge of the base. The best angle of tilt can 
only be found by experiment. From these considera- 
tions another rule can be stated: 

9, Tilt all solid objects with plane or singly 
curved surfaces so that drainage flow is consoli- 
dated. This has a further advantage in that this short- 
ens the bottom edge: as was mentioned under surface 
tension, the amount of liquid held back at a bottom 
edge is a function of perimeter, or edge length. Accord- 
ingly, it lowers edge hold-up. 

When it comes to cup-shaped and hollow objects the 
difficulties are exceedingly great in obtaining adequate 
drainage. The design of the object should be such as to 
provide for drainage holes which will permit maximum 
run off. If drainage holes are non-existent then the 
work must be drained by an operation of turning the 
work through 180° more or less so that all cupped 
areas will be emptied of liquid, once the rack holding 
the work rises above the free level of the plating solu- 
tion. This, of course, is a time consuming operation, 
as adequate time must be allowed for manipulation of 
the rack and drainage in the new position. The use of 
a “drip tank” where the work can be suspended for a 
period of time without further attention is invaluable 
in this connection. Drip tanks will be discussed in the 
third part of this paper. In an automatic plating sys- 
tem. where such manipulation is impractical, dragout 
losses at the plating tank will be irreducible and pro- 
visions for recovering this loss will have to be made 
by means of a recovery system such as will be de- 
scribed in Part III. 

With hollows open at both ends. such as pipes, the 
best racking method from the standpoint of minimizing 


(Concluded on page 67) 
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Electrochemical Society's 100th Meeting 





I the LOOth meeting of the Electrochemical Society, 
LX held at Detroit on October 10-11-12. a number of 
papers of interest to electroplaters were given. One 
whole technical session was devoted to the deposition 
of alloys, one of the most important topics in the whole 
clectrodeposition field at the present time. 
Brief condensations of the various papers follow. 


Plating Silver on Nickel-Steel for a 
Glass-to-Metal Seal 
By R. 7. Foley, R. D. Alvord, J. K. Easley, General 
klectrie Co. Pittsfield. Mass. 


The authors described a preparation and_ plating 
method for nickel steel (42°. Ni 


vides an excellent fused bond to glass for electronic 


58°. Fe) which pro- 


assemblies. 

The steel is first etched cathodically in a LO‘: sul- 
phurie acid solution for 5 minutes at 24 asf. This is 
followed by a strike in a bath consisting of 1 gm. ‘liter 
of AgCN and 60 gms. 1. of NaCN. for 30 seconds at 
16 asf. Silver plating .0003” 


then follows, starting the deposition of 4 asf and in- 


thick in a regular bath 


creasing this to LO asf. Following the silver plating, a 





Registration desk proved a popular spot. (L-R) Dick Saltonstall, 
Bill Innes, Joyce Wouldntyouliketoknow, Bruno Lionelli 
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flash of indium is deposited on the silver from a high- 
cyanide, high-pH bath. The flash of indium is about 
00001-00002” thick, but is not critical. The indium 
is not diffused into the silver layer, this action taking 
place during the glass-sealing process. The deposits 


show excellent adhesion even after annealing at 850°C. 


Zine Plating from Pyrophosphate Baths 
By J. EB. Stareck, United Chromium, Detroit. 


\ new alkaline pyrophosphate plating process for 
zine was described which is claimed to be commercially 
attractive for the following reasons: 
1--Cyanide waste disposal problem is eliminated. 
No hydrogen embrittlement. st 
High throwing power. 
High efliciency. én 


Vi ee Ww bo 


High tolerance for metallic impurities. 


uy 


6 Plates over cast iron easily. 

The bath is composed and operated as follows: 
Potassium pyrophosphate 

Zine pyrophosphate 


Total P.O; 140-200 gm. 1. 





Dr. Cari Wagner, Palladium Medalist, receives award from 
Pres. Hunter at Annual Dinner. 
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Prof. Mathers, Dr. Blum, and O. W. Storey relaxing between 
technical sessions. 


Total Zine metal 20-30 gm. 


P.O; 
Ratio 7-1 
Zinc 
pH 10.5-11.5 
Temp. 90-120°F. 
Cathode C.D. 10-60 asf (2-4 volts) 
\node-Cathode ratio 1 1 to 2/1 


98°, at 20 asf 
90> at 60 asf 
(gitation \ir 
Plating rate O01” 45 mins at 20 asf 


Cathode efficiency 


. *s 


Depositing Aluminum from Non-Aqueous 
Solutions 


By D. E. Couch and A. Brenner, National Bureau of 
Standards. Washington, D. C. 


\ stable, high-efficiency organic bath for depositing 
ductile coatings of pure aluminum on metals is made 
up as follows: 

3 Molar 
14-1 Molar 


Aluminum chloride 

Lithium hydride 

Anhydrous di-ethyl ether 

The bath is operated at room temperature at a C.D. 

of 1-4 a/dm* (10-37 asf). At 2 a‘dm* a voltage of 
12-15 volts is required. Periodic reverse current plating 
is beneficial at 4 a dm* to prevent treeing. Anodes 
may be 2S rods. and both anode and cathode efhcien- 
cles are approximately LOO‘. The bath is not highly 
sensitive to moisture, and gives off very little fumes. 
Deposits are ductile. but can be hardened considerably 
by using P-R techniques. Deposits .030” thick have 
been made. However. good adhesion on metals other 
than aluminum or titanium was not obtained. While 
the plating solution is inflammable. it is not danger- 
ously so, and ordinary care will enable it to be used in 
a practical manner. 


Plating Alloys of Rhenium-Cobalt-Iron 
By L. E. Netherton and M. L. Holt. Univ. of Wiscon- 
sin. Madison, Wise. 


The author described baths from which could be 
deposited rhenium-cobalt alloys containing 75° of 
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Bill Steerburger, George Steelman, Russ Pipher, J. Finn, and Herb 
Andrick, of Motor Products Co., at the banquet on Wednesday 
evening. 


rhenium, and rhenium-iron alloys containing 85‘. of 
rhenium. The baths were made of potassium perrhen- 
ate and cobalt or iron sulfate. 

The deposits showed good adhesion. but other prop- 
erties were not extraordinary. 


Tin-Nickel Alloy Plating 


Cuthbertson and N. Parkinson. Tin Re- 


By J. W. 


search Inst.. London, England. 


Details of the plating bath and operating details 
were published in Metal Finishing, August 1951. 

In this presentation the author discussed stress in the 
deposit and brightness. Brightness is controlled 
through the fluoride ion concentration. Stress-free de- 
posits depend on the correct ratio of sodium and am- 
monium cations, as added in the make-up salts. Potas- 
sium ions have been found to be very detrimental 


when stress-free deposits are wanted. 


Tin-Zine Alloy Plating 


By F. Lowenheim, Metal & Thermit Corp.. Rahway. 
IN J, 


This was a progress report on tin-zine plating in th 
L.S.. but the author also disclosed a stripping solution 
which was found not to attack steel, and which could 
be used both for production stripping and stripping 
for analytical work. The solution consists of 20 gm. 1. 
of sodium chlorite and 100 gm. 1. of sodium hydroxide. 
It must be used above 80°C. It will not give off gases 
nor attack the steel base. 

In discussing tin-zine plating progress. Dr. Lowen- 
heim mentioned the first difficulties encountered with 
organic impurities in American-made sodium stannate. 
which prevented duplication of the original British re- 
sults. This has now been overcome. and presently avail- 
able processes can be used at current densities as high 
as 795 asf, although 20-40 asf is more normally used. 

The author stated that deposits of thickness less thar 
.OOOL” are practically worthless for outdoor exposure. 
but that .0003” of tin-zine gives very good protection 
to steel. Chromate passivation of the latter thickness 
coating was very beneficial in adding corrosion protec- 


tion. 
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Bob McKay, Dr. Chas. Faust, Cliff Hampel, and Mrs. Hampel toast 
' each other at the get-acquainted party on the first evening. 


Determination of Tin Coating Weight on Steel 


By C.T. Kunze and A. R. Willey, American Can Co.. 
Maywood. Ill. 


Common chemical stripping methods for determin- 
ing tin coating weights measure both the “free” tin as 
well as the tin-iron alloy layer (FeSn.) together. The 
method described by these authors uses an electrolytic 
strip method which gives accurate measurements of 
these two items separately and on a single sample. An 
apparatus for automatically recording the time-poten- 
tial curve during stripping in a 10°, HCI solution was 
described. The results from this single method compare 
very well with the “Francis” method for “free” tin and 
the Sellars method for alloyed tin. 


Cobalt-Tungsten-Molybdenum Alloy Plating 


By R. F. McElwee and M. L. Holt. Univ. of Wiscon- 
sin. Madison. Wisc. 


\ number of baths were described for obtaining 
terniary alloys, all baths being based on acid (pH4) 
citrate solutions. 


Mirror-bright deposits were obtained in many cases. 


One alloy deposit showing good properties was com- 





—— ~ ‘4 aN 

Carl Heussner Memorial luncheon is addressed by Carl Durbin, of 
Chrysler Corp. Seated at the table are (I-r) Cleve Nixon, Dr. 
Hunter, Paul Ackerman, Mrs. Carl Heussner, Mrs. Wagner, Bob 
McKay, and Dr. Henry Linford. 


64 





posed of 66‘; cobalt, 214¢ molybdenum, 134 t 
sten. 


Effect of Some Sulfates on Chrome Plating Bai},s 


By E. S. Snavely and N. Hackerman, Univ. of Texas, 
\ustin. 


This study was a continuation of Hackerman’s work 
with indium, reported last year. Tests using the sulfates 
of aluminum and gallium in a regular chrome bai! 
gave hard deposits (3000 Bierbaum). Deposits fr, 
the gallium bath, however, were non-adherent. Some 
reductions in the typical chrome crack network was 
noticed. 


Reducing Stress in Plated Nickel 
By U. J. Marchese, Sperry Corp., Great Neck, N. Y, 
The author used a number of methods for reducing 
the usual tensile stress found in heavy nickel deposits 
from a Watts bath (approx. 12000 psi). 
Saccharin additions proved much too erratic. Best 





Dr. Faust, Dr. Marvin Udy, W. C. Gardiner, and Dr. Gilbertson 
renew friendships. 


results were obtained using a 60 cycle super-imposed 
\.C. current on the regular D.C. at a peak voltage ratio 
of approx. 3-1. The work is anodic during a short 
period of the plating cycle. Deposits obtained by this 
method gave fairly consistent results, with stresses 
ranging from 1500-2000 psi (tensile) which was con- 
sidered satisfactory for exacting electroforming work. 
\ pH of 4.5 was also found to be best. 


Effects of Alkaline Detergents on a Magnesium 
Die Casting Alloy 

By J. Fred Hazel and William Stericker, Philace! 
phia, Pa. 

Test panels of a magnesium die-casting alloy, ASTM 
designation AZ91, have been immersed in still and 
electrolytic baths of alkaline electrolytes at 90 ( 
Weight changes and the appearance of the treat 
panels were noted. The metal was not attacked by so 
ium hydroxide, sodium orthophosphate and the mor 
alkaline silicates. except when it was the anode. T! 
magnesium ion sequesterers (tetrasodium pyroph 
phate, Calgon and Quadrafos) caused marked wei; 
losses. Attack of the metal occurred in all cases wh 
it was used as the anode. 
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Eiectrodeposition of Nickel in the Bores of Tubes 


Using Insoluble Anodes 


By A. W. Hothersall and 6. £. Gardam* 


Introduction 


a. good resistance to corrosion and oxidation of 
nickel, coupled with its good mechanical properties, 
make it a useful material for tubes for certain chemical 
or engineering purposes, but its high cost and, for 
special purposes, insuflicient strength, have encouraged 
the development of a method of lining steel tubes with 
an impervious coating of nickel. Moreover, such a 
method is valuable for repairing a hollow steel object 
which has suffered local damage during manufacture 
or use. 

Experience quickly showed that conventional meth- 
ods of electrodeposition were unreliable for building 
up thick nickel deposits inside tubes and, although suc- 
cess could sometimes be obtained, the method became 
less certain when thick deposits were required, when 
long tubes had to be coated, and when numbers of 
similar jobs had to be dealt with. 


Insoluble Anode Process 


The use of an insoluble anode in a nickel depositing 
solution causes the acidity of the solution to increase 
and the metal content to decrease. These changes may 
be counteracted by the addition to the solution of 
hydroxide or carbonate of nickel. Chloride ions must 
be excluded from the solution to avoid attack on the 
anode and evolution of chlorine which would cause 
serious corrosion of fittings and plant and would be 
objectionable to the operators. As no anode slimes are 
produced with an insoluble anode, smooth deposits can 
be built up to a considerable thickness (for example. 
nickel deposits 42” thick have been built up in tubes 


initially 4” in bore diameter). 


Solution 


\ much greater latitude in the composition of the 
depositing solution is possible with the insoluble anode 
process, since satisfactory anode corrosion is no longer 
a necessary property of the solution. The following 
solution composition was found satisfactory: 


Nickel sulphate, NiSO,7H,O 240 g. 
Sodium sulphate, Na,SO, 20 g. 
Boric acid, HsBOs 30 g. 
Distilled water to 1 litre 


The acidity is increased to the desired pH by the addi- 
tion of pure sulphuric acid. The same solution may be 
used repeatedly. 


{bstract of a paper presented at the E. T. S. Annual Con- 
nee, 1951. 
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Anode 


Precise directions as to the size and material of the 
anode cannot be given as the best conditions vary ac- 
cording to the diameter and length of the tube to be 
plated. As a general guide, the diameter of the anode 
may be one-third to one-quarter that of the tube. Short 
anodes which are not too thin, e.g. not longer than 
about 1’ and not smaller than about 1” in diameter, 
may be made of pure lead, if desired, but lead con- 
taining 1% of silver is stiffer and has a longer life. 
Longer anodes, say up to 5’ or 6’ in length and 1-114” 
in diameter, may be made of lead-silver (1% Ag) or 
lead-antimony (7° Sb) which are more rigid than 
pure lead: anodes longer than about 5’ should be made 
of mild steel or nickel. 


Current Density 


The current density is limited by the risk of produc- 
ing outgrowths which, if once started, quickly grow 
and produce a short circuit. A remarkable feature of 
the insoluble anode process in tubes is the greater 
rapidity with which a projection on the surface will 
grow and “rob” the surrounding surface of current 
compared with soluble anode deposition in a tank. For 
this reason, it is specially important to avoid sharp 
changes in section in the tube. The maximum current 
density advisable depends upon the thickness of deposit 
required and upon the size of the tube and the smooth- 
ness of its surface. It is rarely advisable to deposit at 
current densities higher than 45 amp. /ft.- whilst with 
thick deposits (e.g. more than 0.1”) it is advisable to 
work at a current density of 12-15 amp. /ft.* especially 
in long tubes: 20 amp. /ft.* is recommended for pro- 
ducing coatings of the order of 0.01-0.02” in thickness 
in tubes of moderate diameter (3-1) and length not 
more than 5’. 


Interruption of the Process 


Electrolysis of an acid nickel sulphate solution with 
a lead anode results in the formation of an oxidizing 
agent (probably a persulphate) in the solution. Apart 
from the effect of this material in causing pH indica- 
tors to fade, oxidizing agents have the effect of causing 
the rapid formation of an oxide film on freshly de- 
posited nickel. This chemical action is important be- 
cause it will occur if the depositing current is inter- 
rupted, if only for a very brief period, with the pro- 
duction of a laminated deposit. For example, an inter- 
ruption of the order of one second or less caused a 


(Continued on page 69) 
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Electrodeposition on Aluminium 


A Study of the Zincate Process 


By G. L. J. Bailey 


V OST investigators agree that the difficulty in plat- 
IVE ing on aluminum arises from the strongly electro- 
positive character of the metal and from the ease with 
which it forms a tenacious and protective oxide film in 
air and in many aqueous solutions. The many methods 
proposed to overcome these difficulties were reviewed 
by Heiman. Among them is a group in which the alum- 
inum oxide film is replaced by a metal deposited upon 
the aluminum by chemical displacement. The immer- 
sion deposit then serves as a base for the subsequent 
deposition of other metals. Typical of these processes is 
the deposition by replacement of zinc from a highly 
alkaline zincate solution, as first disclosed by Hewitson 
in 1927. Zine replacement processes have since formed 
the subject of several investigations and it is with zinc 
immersion deposits that the work to be described in 
this paper has also been concerned. While the zincate 
method commends itself on grounds of practical sim- 
plicity, permanently adherent coating are not always 
obtained and an important object of the work was to 
gain some insight into the factors which control ad- 
hesion. While some success may be claimed in achiev- 
ing this object, further work is required to substantiate 
in detail the views which have been developed. 

Bullough and Gardam describe the measurements of 
the adhesion strength of nickel deposits, plated over a 
copper flash, upon an immersion deposit formed in a 
solution containing 5 g./l. zine oxide and 45 g./1. sod- 
ium hydroxide. From experiments with commercial- 
purity aluminum and several alloys contaiing copper, 
magnesium or silicon as main constituents, they make 
the following recommendations for preparing surfaces 
for electrodeposition : 

(i) Degrease. 


(ii) Etech 2-5 minutes at room temperature in: 


10°; Hydrofluoric acid 10 vol. 
Nitric acid (S.G. 1.42) 10 vol. 
Water 80 vol. 


\ longer etch (10 min. or more) is recom- 
mended for Al-Mg and AI-Si alloys. 

(iii) After rinsing, “whiten” for a few seconds at 
room temperature in 50°. by volume nitric 
acid (S.G. 1.42). For Al-Si alloys substitute 
a d-minute dip in 98° 


with 2°¢ by volume hydrofluoric acid. 


by volume nitric acid 


(iv) After rinsing, dip in sodium zincate solution 
as above for 2 minutes at room temperature. 
f{bstract of a paper presented at the Ek. T. 8S. Annual Con- 


ference, 1951, 
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using gentle agitation. For Al-Mg and AL-s\ 
alloys the zincate bath contains 5 g./l. zin 
oxide, 10 g./l. sodium hydroxide and 500) 


g./l. sodium potassium tartrate. 


(v) Rinse and transfer to strike bath. 


Influence of Alloy Composition and Condition 
of Heat Treatment Upon Adhesion 


A number of quantitative adhesion tests were car- 
ried out on several aluminum alloys in sheet form. 
using mainly the conditioning schedule described by 
Bullough and Gardam, and the dilute and concentrated 
zincate solutions recommended by these authors and 
by Keller and Zelley. The etching times and times of 
immersion in the zincate solution were varied if the 
standard treatments failed to give good adhesion. 

Too few quantitative results were obtained to per- 
mit firm conclusions to be drawn, but indications were 
obtained as follows: 


|. Duralumin-type alloy. 


‘whiten” for 30 seconds to clear 
the etched surface. Etching for 1 and 5 minutes fol- 
lowed by immersion in the concentrated zincate solu- 


It was necessary to 


good ad- 


hesion. Similar etching, with immersion in the dilute 


tion for 1, 2 and 3 minutes appeared to give 


zincate solution gave medium or poor adhesion. 


2. Aluminum Sho and 7% magnesium alloys. 


Etching times of |. 5, 10 minutes were tried, with 
zincate dips of 14 to 10 minutes. Adhesion was in all 
cases medium or poor in the concentrated solution and 
absent in the dilute solution. 

No better results were obtained with the chromi 
sulphuric acid and caustic soda etches mentioned pre 
viously. 


9 


3. Aluminum 11,°, manganese alloy. 


Good adhesion was obtained with standard etch and 
immersion in the concentrated zincate solution. No ad 
hesion was found with the dilute solution. 


1. Aluminum 12‘, silicon alloy. 

No adhesion was obtained, though a wide range 0! 
etching and dipping times was explored. The “smut 
produced during etching was adherent and was not | 
moved by the whitening treatment. 

5. Effect of Annealing before Immersion. 


Similar experiments were also made on fully 
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nealed commercial-purity aluminum and aluminum - 
|';% manganese alloy. The hard materials were soft- 
ened by heating for 30 minutes at 450°C. in a nitrogen 
aimosphere. In both cases good adhesion was obtained 
with the normal conditioning treatment after 3-minute 
mersion in the concentrated zincate solution, and in 
this respect neither material showed a difference from 
the hard-rolled condition. In the dilute zincate solution, 
however, medium to poor adhesion was obtained on 
both softened materials, in contrast to the hard sheet. 
on which no adhesion was obtained with the same 
treatments. 


Theory of Mechanism of Adhesion for the 
Zincate Process 


The observations of rate of formation and structure 
of zine deposits which have been described in the pre- 
vious section, together with the results of adhesion tests 
on commercial-purity aluminum in a number of zincate 
solutions enable a tentative explanation to be offered 
for the adhesion of coatings applied using the zincate 
process. This explanation, while not complete. may be 
considered to provide a basis for further work directed 
to the development of the strongest possible adhesion 
upon a given material or combination of materials. 
Reasons have already been given for supposing that 
the eondition of strongest adhesion will also be the 
condition for least incidence of corrosion failures. 


The electron-diffraction evidence on deposits formed 
in the dilute solution of Bullough and Gardam shows 
that they are made up of single-crystal “trees” unre- 
lated in size to the aluminum crystal on which they 
start to grow. It is presumed that each single crystal 
is nucleated at a small area upon the aluminum sur- 
face, over which adhesion has a maximum value. Such 
nuclei as subsequently grow must be relatively far 
apart since the crystal size of the zine deposit is large. 
Moreover, as consideration of the coating-weight and 
micrographic evidence indicates, the deposit is extreme- 
ly spongy so that each single crystal probably consists 
of a number of branching dendrites with relatively 
large intervening spaces. 

A porous structure of this kind would not be ex- 
pected to show high cohesion between its component 
dendrites, but there is also evidence, from the fact that 
the deposits flake off the aluminum surface after im- 
mersion for 3 minutes, that the degree of adhesion to 
the aluminum surface also remains weak. This may be 
explained by supposing that the nuclei, in their lateral 
growth, do not materially increase their area of con- 
tact with the aluminum surface, and therewith also the 
total adhesion, and that the “trees” eventually become 
interlocked as they grow, thereby straining their roots 
until they fracture in shear. 


It may reasonably be supposed that when the alum- 
initum surface is completely covered by lateral spread- 
ing from the nuclei, the rate of deposition of zine 
should suddenly fall, since further reaction with the 
aluminium surface will be impeded. This cannot be 
observed with the dilute solution since the deposit 
normally flakes off, presumably at this stage. 


It may be added in passing that, in cases where adhe- 
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sion is obtained initially but is found to be improved 
by low-temperature stoving, it is reasonable to assume 
that the improvement is due not so much to alloying. 
as is often stated, as to the sintering and compacting 
of an initially porous zine deposit. 


In the first place, it seems clear from the experi- 
ments, described earlier, in which commercial-purity 
aluminum, conditioned in a_ particular way, was 
dipped into a number of different zincate solutions. 
that the number of nuclei which grow on surfaces all 
initially in a similar condition depends on the composi- 
tion of the particular zincate solution used. It has been 
assumed that all the nuclei are present and start to 
grow immediately the surface is immersed. How far 
this is true is likely to depend on the nature of the 
oxide film initially present and on the manner and rate 
of its removal. This provides a general reason why both 
the conditioning treatment and the composition of the 
zincate solution should influence the rate of nucleation. 
Similarly, it has been assumed on evidence obtained 
using the dilute solution only, that the rate of growth 
of a nucleus remains constant in a given zincate solu- 
tion, but this, since it depends on the dissolution of 
aluminum, must depend on the rate of removal of the 
oxide film and thus on the conditioning treatment. 


Evidence has been advanced to show that the rate of 
growth of a nucleus is lower in the concentrated than 
in the dilute solution. Here the viscosity of the zincate 
solution, which must affect the distribution of alum- 
inum in the solution and hence the availability of zinc, 
together with the possibility of precipitation of zinc 
hydroxide, are factors of probable significance. In cer- 
tain solutions, the ready evolution of hydrogen, pre- 
sumably accompanied by rapid dissolution of alum- 
inum, might explain the failure to obtain a high rate of 
nucleation on a clean aluminum surface. 


DRAGOUT CONTROL 
(Continued from page 61) 


dragout is to rack so the long axis is tilted to the ver- 
tical plane which gives drainage from the hollow and 
consolidated flow lines. Again. the best angle can be 
found only by experiment. 

Where inside surfaces do not have to be plated and 
buoyancy is not a problem, an even better answer is to 
cork or temporarily seal the openings so that no liquid 
enters at all, and then plate at a slight tilt. As the tenth 
and last rule we can state: 

10. Every solid object, outside of a sphere. 
has at least one position in which dragout will be 
at a minimum. For any type of repeat work it pays to 
determine this position by experiment. and to design 
racks to hold it in this position. 

We have now covered the principles for controlling 
and reducing dragout losses at the plating tank. The 
third and final part of this paper will deal with sys- 
tems and methods for recovering what is carried over 
the edge of the plating tank. 


(To be continued ) 
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Silver Plating with Insoluble Anodes 


By Walter R. Binai, 


Consulting Engineer, Indianapolis, Indiana 


UST prior to World War II, sil- 
ver as a bearing liner for air- 
craft engines was adopted by the 
United States 
the early pioneering days of ex- 


Air Foree. During 
perimentation, silver was applied 
by means of centrifugal casting. 
This method. however. lent itself 





only to the application of silver on 
inside bores, and was not practical 
for external applications. It was further experienced 
that there were other draw backs. such as (a) must 
use an excessive amount of silver, (b) changes the 
temper of the basis metal, (c) high rejects due to blow 
holes and flux inclusions, (d) warpage of basis metal 
due to heat. 

The writer has done considerable ground work in 
research and development to arrive at a practical and 
successful plating process for the production of silver 
lined bearings. With the help and cooperation of the 
aircraft industry it was possible to make aircraft bear- 
ings that were exclusively processed by the electro- 
plating method. 

The advent of electrodeposition of silver at high 


current densities with deposits of .010” to as high as 
1 


j 
16 


Controlling the deposit to a minimum thickness; (b) 


opened the way to unlimited possibilities: (a) 


Depositing inside and outside, singly or simultaneous- 
ly: (c) Obtaining homogeneous and dense deposits, 
free from blow holes or flux inclusions; (d) Eliminat- 
ing changes in the metallurgical properties of the basis 
metals: (e) Maintaining the original shape of the ob- 
ject without distortion due to heat: (f) Application in 
any shape or thickness at any given place, ana with 
perfect bond. 

With the great demand for silver lined bearings dur- 
ing the last war, a number of platers as well as aircraft 
engine producers tooled up for the production of silver 
lined bearings using the electroplating method. In most 
cases. each would claim to have a superior process to 
the others. In summarizing all these cases, however, it 
all boils down to a common denominator, namely: (1) 
High silver cyanide concentration; (2) High potassium 
or sodium cyanide concentration to furnish the com- 
mon ions for the regulation of silver ionization; (3) 
High enough caustic content to take up any free cyano- 
gen formed due to poor anode efficiency: (4) Carbon- 
ate in some form to increase electrical conductivity and 
improve throwing power: (5) Brightener in some 
form: (6) Mechanical agitation in some form to reduce 
anode and cathode polarization. In any case the agita- 
tion must be high enough in order to maintain silver 
ion concentration, and to replenish to the solution what 
has been plated out. Typical plating baths and plating 
conditions are: 


(1) (2) (3) 


Silver Cyanide 50 gr.L lOO gr./L 120 gr. 
Total Potassium 


Cyanide io 150 240 
Potassium Hydroxide 15” is” L5 
Potassium Carbonate None GO.” 60 


Addition Agents Thiosulphate or Carbon disul 
phide preparation. 

From 90°F. to 120°F. 

Circulation by pump or rod agi- 
tation. 


Temperature 
\gitation 


Cathode current 
From 15 A.S.F. to 60 A.S.F. 


density 


Up to this point all discussion has been concerned 
with plating with soluble anodes. In a high speed silver 
solution where soluble anodes are employed, the anode 
efficiency as well as the cathode efficiency are so near 
100% that for all practical purposes they should he 
considered as such. In this case the metal silver is in- 
troduced to the solution at the same rate as the metal 
silver is deposited out of the solution. This represents 
an ideal condition of a balanced system. 


Plating with Insoluble Anodes 


The requirement for depositing thick coatings of sil- 
ver on the inside of small diameter bushings offered a 
more complex problem. The amount of silver required 
to be deposited on a given bushing, as a rule, is more 





Four compartment Binai concentration cell for replenishing silve' 
content of the plating bath. 
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i weight than any suitable, soluble silver anode one 
n iy employ. It therefore became necessary to employ 
«ne sort of insoluble anode. Steel or stainless steel 
were the two metals found to be most suited. When 
pliting with an insoluble anode, with no provision 
n ide for replacing the depleted metal, cyanogen in in- 
creasing amounts is set free. As the concentration be- 
comes increasingly higher, the cyanogen eventually 
becomes very unstable and breaks down, liberating 
ammonia and carbon dioxide. Many decomposition 
products also form, and these are generally detrimental 
to good plating. 

When plating with an insoluble anode, it is a must 


t 
to be returned to the bath as is removed by deposition. 


it provisions be made for an equal amount of silver 


During the last war ceramic pots, such as aluminum 
oxide and aluminum silicate pots, were used. Cypress 
wood boxes were also used. Such ceramic cells or wood 
cells serve as membranes which permit passage of cyan- 
ide and hydroxide ions, but not silver ions. Commonly, 
two tanks are used. One serves as a concentration tank 
and the other as a plating tank. The two are intercon- 
nected*by a suitable pump and equalizer. In the plating 
tank. insoluble anodes are used: in the concentration 
tank. scrap silver in steel baskets is used. Power for 
each tank may either be operated independently or 
tied in series as one unit. In either case, the total 
ampere hours input in both tanks must be synchro- 
tized. The circulation must be sufficient in turn over 
to avoid any chance of cyanogen polymerizing and 
there must be enough caustic content as a standby 
buffer. 

The use of cold-rolled steel as anode material is 
objectionable because of excessive formation of ferro- 
cyanides. Stainless steel anodes become passive when 
silicate pots are used. The wooden boxes proved most 
desirable, but unfortunately they disintegrate in a 
short time. 


Binai Concentration Cell 


The writer developed a semi-permanent electrolytic 
concentration cell for the replenishing of silver metal 
in connection with insoluble anode plating. This cell is 
shown in Figure I. 

The frame structure is made of mild steel which is 
covered with vulcanized rubber. The box provides 
eight windows, each approximately one square foot in 
area. Surrounding the windows are stainless steel 
studs which receive rubber-covered steel frames; these 
frames serve to fasten down the diaphragm medium. 
Thin cypress wood panels serve as the most suitable 
diaphragm medium in a cyanide solution. 

\ large number of cells totalling in capacity in ex- 
cess of 10,000 amperes are now in successful manufac- 
turing operations in a number of aircraft engine manu- 
facturing plants. Some are operating with soluble 
anodes and insoluble anodes in combination, others are 
operating entirely with insoluble anodes. These cells 
have now been in successful operation approximately 
eight months. 


{dvantages of Plating with Insoluble Anodes 


(1) Silver in any form may be used as anode mate- 
rial. Since the annual consumption of silver for bearing 
plating is quite large, the saving effected by using silver 
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in the cheapest form represents many thousands of 
dollars. 

(2) It simplifies the use of conforming anodes. 

(3) The anode can become a part of the plating fix- 
ture: this saves time in handling and racking. 

(4) The silver content in the solution can be accur- 
ately controlled by regulating the ampere hours input 
to the cells. 

(5) It minimizes the inventory of silver metal. 

(6) It eliminates anode scrap. as well as the neces- 
sity of casting anode bars. 


ELECTRODEPOSITION OF NICKEL 
(Concluded from page 65) 


complete lamination in the deposit. For this reason the 
following precautions should be taken: 

(1) The depositing current must be cut off im- 
mediately in the event of an interruption, even if only 
of very short duration. If possible, a suitable cut-off 
should be built into the electrical circuit. 

(2) If it is suspected that any deposition has fol- 
lowed the interruption, the nickel should be removed 
by anodic action in a suitable solution to a depth below 
that at which the interruption occurred. 

(3) A freshly prepared solution which has not been 
used in the system should be used for filling the tube 
when re-starting. 

(1) The following restarting procedure for nickel 
to nickel is suitable: Anodic treatment in 30°C sul- 
phuric acid solution (by weight) at 200 amp./ft.* for 
five minutes at room temperature followed by reversal 
of the current for one second, washing and pouring in 
the freshly prepared nickel depositing solution, with 
the switch controlling the depositing current in posi- 
tion so that electrodeposition starts immediately; it is 
advisable to increase the resistance in circuit or to 
lower the voltage below that normal for deposition until 
the tube is full of solution. 

Procedures (3) and (4) should also be applied when 
starting deposition in a tube already coated with nickel. 


Summary 


Smooth deposits of nickel having good mechanical 
properties may be built up to a considerable thickness 
on the bores of tubes by the use of an insoluble anode 
which is made of or coated with lead. A nickel sulphate- 
boric acid solution, free from chloride, is circulated 
through the tube and its composition is maintained by 
the continuous or periodic addition of nickel hydroxide 
in a finely divided condition; 0.03-0.04 g. of nickel 
hydroxide must be added per minute for each ampere 
of depositing current. The success of the process de- 
pends upon proper attention to detail, in particular to 
the finish of the surface of the tube, to the diameter, 
material and straightness of the anode and to the cor- 
rect rate of flow of the solution in relation to the size 
of the tube and the current density of deposition. 
Nickel deposits 0.05” in thickness have becn built up 
inside tubes 6’ in length and initially 4” in diameter. 
The deposits normally have a diamond hardness num- 
ber of approximately 200, an ultimate tensile strength 
of approximately 30 tons/in.* and an elongation of 
approximately 30%. 
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Home-Made Fixtures Aid in F 
Drafting Instruments 


By Jerome L. Bleiweis, Los Angeles, Calif. 


LTHOUGH the trend in the metal finishing indus- 


creater utilization of automatic 


try is toward g 


machinery as a cost reduction device, it is possible 


in certain cases by the intelligent design of hand racks. 
jigs and fixtures to accomplish as much in the way of 
finishing cost reduction without resorting to automatic 
machinery. The actual case history of finishing draft- 
ing instruments as performed by one plating and 
polishing establishment will illustrate this clearly. 

The number of drafting sets involved in the total 
order were 72,000, spread over a period of one year. 
Monthly production was 6,000 sets, or about 1.500 sets 
per week on the average. Actually as many as 2.000 
or as few as 1,000 were finished in any given week. 
with most of the pressure being applied toward the 
end of the month. 

The regular set included the following instrumeni: 
(see lead photo} : one compass. pen extension. dividers 
extension and extension bar for the compass: plain 


dividers: bow dividers: bow pencil: bow pen: ruling 
pen: and accessories. In addition to the regular instru- 
ments there were several ruling pens and a large num- 
ber of giant bow instruments (See Fig. 1). 

From a finishing point of view the dispensation of 
the parts was as follows: All the small bow instrumeni: 
in the regular set were finished by burnishing and 
barrel nickel plating; the pens were bright nickel 
plated: the compass and divider legs and the extension 


Typical drafting instruments 
requiring high quality finish, 


— 
Se) 
— 


har were buffed, bright nickel plated, and colored 
where required. The additional pens were bright nickel 
plated. and the giant bow instrument components were 
buffed nickel finished. 

The barrel plating and burnishing were straight- 
forward and presented no unusual problems. The stil! 
tank plated parts were the major concern and are what 
this article will consider. The number of parts involved 


in the polishing and buffing of the regular set were 


seven. For 72,000 sets there were 504,000 parts to 
he buffed and plated, and 144,000 pens to be plated 
There were an additional 150,000 pens for bright 
nickel plating. The grand total of parts processed 
through still tanks was close to 850.000. of which 
over 550,000 were buffed and plated. On a daily 
basis, close to 2,000 parts per day were buffed and 
plated and 3.000 parts per day handled through the 
tanks. 

The parts were too small and there were too many 
different types for automatic buffing machinery to b 
considered. The longest instrument, the compass. was 
only 6 inches long and the legs were less than |! 
inch wide. The plating cycle would be a short one anc 
would therefore present no real problem, althoug! 
from an economy standpoint maximum through-pu! 
was required. 

All parts, except for the hardened steel pens. wer 
made of half-hard high brass. 
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Figure 1. Split and solid legs comprising the giant bow instruments. 


Polishing and Buffing 


Preliminary polishing was performed by the manu- 
facturer. The legs and yokes, including the rounded 
contours but excluding the bevels. were polished on a 
wet-dry 360 grit abrasive belt. The top section of the 
extension bar was also 360 grit abrasive belt polished 
but the cylindrical section was left untouched. The pens 
were buffed using a greaseless compound. In this con- 
dition they were shipped to the plating and polishing 
plant. 


The buffed finish was obtained on most of the 
parts by cutting the polished brass with tripoli and 
coloring with white lime. Buffing had to be performed 
carefully. particularly on the giant bow legs. so that 
all sharp edges would be left sharp. 


\ time study was made to determine the buffing 
rate on the legs hand-polished individually. One pol- 
isher was able to cut and color 40 legs per hour or 320 
in an 8 hour day. Yokes were buffed a little faster. 
For 2,000 pieces per day. 6 polishers would be re- 
quired. The cost figures on the job would not permit 
this. It could only be done at the sacrifice of profitable 
operation. The only approach to the buffing operations. 
for substantially increased production. was the design 
and construction of suitable polishing fixtures. In- 
dividual piece fixtures would not represent a substan- 
tial improvement, so multiple fixtures for handling 
several pieces at one time were constructed. 


The racks were loaded and clamped by a girl sta- 
tioned at a table behind the polisher. He would pick 
up a full rack, pass it across the wheel and set it down 
on the table. The girl would shift the clamps. but in 
the meantime the polisher would be working on 
another fixture. There were enough fixtures made so 
that at no time was the polisher in the position of 
having to wait for the loader to finish her operation. 
He continuously picked up loaded racks and buffed 
their contents. setting them down and picking up 


fastened. one at each edge of the jig. to brake the 
tendency of the legs to fly out of the jig. Short steel 
wedges were forced into the sides of the jig to prevent 
lateral displacement of the legs during buffing. Handles 
were made by fastening steel strips to the edges of the 
jig and then bending them in at the ends, sandwiching 
a smooth rounded wooden block to which the steel 
strips were bolted. 

The clamps for the legs were made of heavy steel 
flat stock bent up around the back of the jig. At each 
end in the back, 14’-20 holes were drilled and tapped. 
Thumb screws were inserted in these holes. Tightening 
of the clamp was accomplished by a simple clockwise 
rotation of the thumb screws. the ends of the screws 
bearing into the reinforcing steel plate on the back. 
Loosening required merely a counter-clockwise rota- 
tion. Soft gum-rubber strips were placed under the 
clamp so that when the clamp was tightened there 
would be no damage to the brass legs from a steel- 
to-brass contact. Furthermore the rubber “give” com- 
pensated for any differences in thickness between the 
legs so that each leg would be fastened tightly. 


The jigs were designed to hold 22 medium legs. 





Figure 3. Jig for buffing divider (medium) legs. The same type 
of jig is used for the other legs. 


The procedure for buffing the medium legs was as 
follows: 

1—The day's production was unpacked and about 
3.000 at a time were laid out in a heavy reinforced 
stainless steel basket. 

2--They were vapor degreased and 

3—Given a quick sulfuric-nitric-muriatic acid bright 
dip. 

t-Bright dipping was followed by two cold water 
rinses and a hot water rinse. 

5—The legs were then dried in plater’s sawdust. 

6—The bright dry legs were transferred to the 
loading table set up directly behind the polishing 
lathes. 

i——The legs were lined up in pairs with the inside 
swiveling faces of each two pieces mated. 


a another while the loader continually set up the fixtures : 

4 , oT. - nie 8—Heavy drill rod was slipped through the holes 
ad for him. How this was accomplished is described in . 

he teltinnton above the lower bevels of eleven pairs. 

BY the TOMO ° Tr ee 

i = 9--The 22 legs were placed on the jig and the 
a BUFFING THE DivipeR LEés narrower ends clamped tight. the “club-like” ends and 
. . 77 ‘ ; ma more than half of the stem portions exposed. 

re The divider legs or medium legs (See Fig. 2) were po 7 ee eee = 

= 10—-The polisher. using tripoli on a 14” loose 


t'; inches long. The jig for handling them (See Fig. Pe ig 2 gece le arta sae sign ieee a oan 
} ~ : s eel. ‘Ke > anc a as > 
}} was constructed of hard wood reinforced in the I welll cli — 


hack with a flat steel plate. Two steel stop strips were 


against the wheel with it, slowly drawing it laterally 
i across the wheel. Maximum pressure against the wheel 


was important at this point. The polisher wore gloves 
to enable him to hold the jigs hard against the wheel. 





11—-The polisher, after cutting the one area, put 
the hot jig down on the loading table and picked up 





another one which was ready for him. 


Figure 2. Divider (medium) leg. 


aca! 
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Extension bar. 


Figure 4. 


12-—The loader, wearing gloves, loosened the clamp 
and slipped it down to the end that had just been cut 
and tightened it again. 

13--After the second end, or all of one face was 
cut, the loader merely “flipped over” the 22 legs and 
the loading and buffing procedures were repeated. 

14 After both flat the the 


assembled legs had been buffed, the loader removed 


faces of group of 
them from the jig. and, holding the drill rod at one end 
in a vertical position, allowed the legs to slide off into 
a box. 

15--The cut legs were then hand colored on the 
sides and bevels and on the cut flat faces and laid out 
on trays to be transferred to the plating department. 

Time studies revealed that one polisher was thus 
able to cut 450 legs per hour. Furthermore, a polisher 
preferred handling large jigs to small individual pieces 
which he could scarcely grasp. 

The coloring operation was a very fast one. The 
combination of the initial 360 grit surface, the bright 
dip and the subsequent bright nickel provided bevels 
had to be 
“wiped” on the wheel to bring up the desired color. 
\s a matter 
ball burnished before polishing and then only the 
flat faces The 
rounded side contours weren't even colored. The finish 


and rounded side contours which merely 


of fact, at one time the legs were being 


were cut and_ colored. bevels and 
subsequent to bright nickel was entirely satisfactory. 
The only reason for the discontinuation of this prac- 
tice was that the milled slots. into which the divider 
needles were forced. were being peened over during 
burnishing and it became difficult to fit the needles into 
them subsequently. 

The coloring rate was in excess of 600 pieces per 
hour. Parts were colored by hand, two at a time. 

The total bufling rate therefore, with cutting at 450 
per hour and coloring at more than 600 per hour was 
260 medium legs per hour cut and colored. This is the 
figure to be compared with the original hand-performed 
10 per hour. The rate per wheel or per man had in- 
creased 650°. and this increase was due only to the 
use of the correct jig. 


BUFFING THE EXTENSION BarR 


This part was handled differently than the legs 
above. Advantage was taken of its very small diameter 
cylindrical stems (see Fig. 4). The extension bar was 
handled as follows: 
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Figure 5. Pin-type jig for buffing yoke edges. 
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1—Bright dip. 

2—Ball burnish for 45 minutes. 

3—After drying, color the two short, narrow 
faces at the upper edge of the bar. 

|—The extension bars were then bright nickel pla 


The lustre of the burnished areas was enhanced 


the bright plate and the whole piece looked as j 
had been highly polished. 


BUFFING THE YOKES 


The small yokes were very difficult to buff o 
one-at-a-time basis. They were too small to hold. | 
dividual holders contributed little because there w: 

1 edges and 3 sides to buff and too much time was 
consumed in changing to each of the seven positions 
The problem was resolved by modified assem)! 

line type of procedure in the following manner: 

1—After degreasing and bright dipping, all t! 
yokes were transferred to the loading table. 

2—The two edges on one end face of the yokes were 
cut and colored in one operation with white lime by 
slipping them on the pin-type jig shown in Fig. 5. 
Each jig accommodated 22 yokes. The pins were fore: 
fitted into the screws pressed into the wooden holder. 


4 





Simple wood jig for buffing yoke faces. 


Figure 6. 


The edge finish requirements weren't rigorous so fat 
as quality was concerned. Therefore, a relatively quick 
wipe over the 14 inch wheel was sufficient. For th: 
yoke edges stitched muslin buffs were used. This had 
to be done to reduce somewhat the rake-like action of 
the yoke edges and the consequent rapid wearing o! 
the buffs. 

\fter the edges were buffed, the 3 sides were easil\ 
cut and colored in one operation on the simple woode 
jigs shown in Fig. 6. 40 yokes were mounted on a jig 
at one time and all three sides were colored befor 


the jig was relinquished. 


g 

The loading procedures for the yokes were simpli 
and fast 
and on the edge of a board in the other case an 


merely slipping yokes on pins in one cast 


yet the loader had to go at top speed to keep up with 
the polisher who worked very easily. The bufiing 
rate on yokes varied, depending upon the conditio: 
of the stock as received. from 1,000 to 1,500. yokes 
per hour. 


BUFFING THE GIANT Bow Lecs 

The giant bow compasses consisted, from the p: 
isher’s point of view, of a solid bow leg and a split b 
leg (see Fig 1). Some giant bow units used a co! 
bination of two solid bow legs, particularly giant b 
dividers. 

The giant bow instruments were expensive and | 
finishing requirements were rigorous. During bufling 

(Concluded on page 74) 
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Improving the Power Factor in Plating Plant 
R. Gautheret: Galvano; vol. 19, No. 158, pp. 16-19. 


The author first discusses the technical disadvan- 
tages of operating with a low power factor — increased 
cost of new installations, larger alternators and trans- 
formers and larger busbar cross-section, more robust 
-witchgear and larger meters ete. 

Means for improving the power factor are then dis- 
cussed. Static condensers are discussed in detail as a 
method of improving the power factor. This provides 
i simple and robust apparatus layout with extremely 
low losses, relatively inexpensive with a long service 
life and low maintenance charges. 


Decorative and Colored Finishes on 
Ferrous Metal Surfaces 


J. Liger: La Metallurgie, vol. 82, No. 9, pp. 705-708. 


: Discussing bronze finish on ferrous metals, the au- 
thor considers the usual methods employing a solution 
of a mixture of a solution of caustic soda and sodium 
nitrate but recommends as a preferable process, to 
first copper plate the steel and then to bronze this in 
the usual manner. It is possible in this way to obtain 
i great variety of tints. The author mentions an inter- 
esting anodic protective process which has been devel- 
oped in Italy with success for the protection of ferrous 
surfaces. The method consists of processing the ar- 

ticles in a solution of sodium ferrite. 

Barrel plating of small ferrous parts is then consid- 
ered. To obtain satisfactory results and trouble free 


x operation it is necessary to exercise particular care; if 
j all due care and precautions are taken gratifying re- 
4 sults will be obtained. Perfect surface preparation of 
4 the articles prior to plating is required and careful 
4 supervision of the electrical and mechanical equipment 
4 of the barrel. 

Fc The author suggests for cheap mass production ware 
4 matt plating of sufficient thickness. This will give 
a vood service in use and for most utility articles will be 


quite an acceptable finish. The aspect of a matt finish 
g is quite pleasing and for a cheap line of utility ware 
(he greater expense of a bright polished decorative fin- 


i h is often not justified. Discussing nickel and chrome 
i: nickel plating the author considers whether it is 
+ 


E) necessary to give an undercoat of copper to the nickel 
id thinks that this is not necessary, providing the 
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nickel plat applied is of sufficient thickness. This can 
only be achieved with warm nickel baths working at 
a relatively high current density. 


Bright Nickel Baths 


J. Salauze: Galvano (Paris), vol. 19, No. 165, pp. 


11-19, 


The author has made a careful survey based on 
operating experience of the relative merits of the var- 
ious nickel baths for bright nickel plating. The commer- 
cial complexity is first discussed which has arisen 
around the bright nickel baths by virtue of the power- 
ful commercial interests involved. Practically the only 
real information of value is available solely in the 
patent literature. It is somewhat hazardous to extract 
information from this source as patent specifications 
are made, as drawn up by experts, so as to give as lit- 
tle information as possible while fully protecting the 
process. The information is made obscure by being 
surrounded by a mass of irrelevant details. The best 
course for the electroplaters is to select one of the 
proprietory bright nickel baths and to adhere to the 
information given by the maker, to operate the bath. 

\ modern bright nickel bath conforms to certain 
properties which must be possessed if the bath is to be 
regarded as a satisfactory bright nickel bath. First. the 
bath must allow of the formation of deposits whose 
brilliance increases with the thickness of the deposit, 

least within the thickness limits of decorative plat- 
ing. In other words, the baths must be capable of giv- 
ing deposits which are more brilliant than the surface 
on which they are deposited. The baths must also be 
capable of working at high current densities while giv- 
ing non-brittle deposits free from stress. The author 
then discusses the Udylite, Harshaw, MacGean. Sey- 
mour and Apothecaries Hall bright baths. 

It is considered that polishing can be dispensed with 
in the majority of cases but not in all cases. For normal 
finishes such as automobile parts polishing can be dis- 
pensed with. Where however it is desired to have a 
perfect finish it will often be necessary to give a light 
polishing to the bright nickel before chrome plating. 

\ll bright nickel baths possess a smoothing effect to 
small irregularities of the base surface. In the case of 
irregularities which are not so small such as for exam- 
ple. scratches left by coarse grinding, this smoothing 
effect is not manifested by all the baths. 








It has been shown that with the employment of baths 
containing iron, zinc or cadmium, these produce de- 
posits which have a tendency to fill such surface ir- 
regularities. Coatings produced from bright nickel 
baths are in general, less ductile than those obtained 
from matt nickel baths containing additions. They are 
more brittle and have in addition surface tensions. 
Consequently, the preparatory treatments, degreasing 
and cleaning need to be conducted more carefully if 
one wishes to avoid spontaneous detachment of the 
deposit. The brittleness of the deposit is a characteristic 
of the bath utilized. Broadly, the bright nickel baths 
with mineral additions give deposits which are sensibly 
less malleable than those from the organic addition 
bright nickel baths. As against this, the organic addi- 
tion bright nickel baths have a tendency in certain 
cases, to give deposits with a lamellar structure which 
when viewed under the microscope, appear to be con- 
stituted by a juxtaposition of very thin films of nickel. 
more or less strongly adherent to one another. It is 
probable that this structure is the result of alternate 
precipitations of nickel and the bright organic addition 
agents. However, striated deposits have been found also 
with deposits from matt nickel baths. Thick deposits of 
chromium have also been found to show this striated 
effect; in this case it has been found that a fresh stria 
is formed about every quarter of an hour. 


However. the striated formation with bright nickel 
deposits is no practical inconvenience. The actual phe- 
nomenon involved with the production of a bright 
nickel deposit as with other bright plates is the sup- 
pression of crystal growth and the constant formation 
of fresh crystal nuclei and fresh nickel crystals during 
the plating leading to a deposit with very small sized 
crystals and a bright surface appearance. With the 
mineral addition bright nickel baths, such as the Weis- 
berg-Stoddard bath a nickel alloy is produced. The 
alloy deposited has a much finer grain structure than 
either of the two constituents deposited separately. The 
bright nickel deposits from the organic addition baths 
have a much finer structural grain than those from the 
mineral addition baths. The average crystal size is 
about the tenth of a micron. The normal cobalt-nickel 
bright bath does not embody the surface smoothing 
effect mentioned above. However. the Weisberg-Stod- 
dard bath has been modified to produce this smoothing 
effect. In other quarters, zinc and cadmium in trace 
quantities in the bath have been introduced to induce 
this surface smoothing effect. Technical difficulties in- 
volved are the maintenance of the correct bath com- 
position with such small amounts of smoothing addi- 
tions. 


The organic addition bright nickel baths cannot 
tolerate more than small amounts of alkaline salts in 
the bath. Sodium and particularly ammonium effect the 
brilliance of the deposits and render the deposit fragile 
and brittle. Thousands of organic compounds have 
been proposed as brighteners. However, clarity emer- 
ges if these are broadly classified into two groups. In 
one group, one has the true brightening agents. A com- 
promise has to be made with these addition agents 
between the quantity necessary to give a full brighten- 
ing action and that which represents the limit above 
which the deposit becomes brittle and striated. The 


ME 






second class of additions comprises compounds | 
tended to give ductility to the deposit. These additioys 
are aromatic sulfonated derivatives, Sulfamide aj 
sulfimide groupings are also used. These compounds 
have no undue adverse disturbing effect on the bat) 
and consequently can be used in appreciable quanti. 
ties. Although quantities of up to 20 grms./litre have 
been proposed in patents, no practical purpose appears 
to be served by exceeding a few grms./litre. The or- 
ganic brighteners with ductilizing additions are less 
sensitive to bath impurities than the mineral addition 
bright nickel baths. Against this, the bath operating 
conditions such as current density, temperature and 
pH must be strictly adhered to. A certain equilibrium 
of all the various factors must be maintained for the 
bath to function in a satisfactory manner. The author 
then considers in detail the steps necessary to be taken 
when changing over from normal matte nickel plating 
to bright nickel finishing. 


HOME-MADE FIXTURES 
(Concluded from page 72) 


was not permissable to round out any of the sharp 
edges or contours, and yet all polishing lines (320) 
had to be completely removed. 

The legs were 414” long — the same length as the 
divider legs — and the divider leg jig was therefore 
used for the solid giant bow legs. 

The procedure was similar to the one used with the 
legs previously described except for these two major 
differences: 

|All four sides of the leg had to be buffed. This 
necessitated loading on the drill rod into two different 
positions. First the backs and fronts were cut with 
tripoli and then the parts were reloaded through the 
center wheel holes and the sides were cut. 

2-The operations were slower. Less pressure could 
he used or the edge contours would be cut away. The 
legs were mounted close together and shielded each 
other so that some edge protection was afforded. But 
excessive wheel pressure would cause the buff to just 
about work its way around the edges with rounding 
resulting. 

The coloring operation, as for the legs previously 
mentioned, was very rapid. The cutting rate varied. 
hut never exceeded 210 pes. per hour. The combined 
cutting and coloring rate never exceeded 150 per hour. 
However, this was considerably more than what could 
be accomplished by hand, in this case even less than 
kK) per hour, 


The split legs could not be handled in a jig. Th 
short end was connected to the body of the leg by 
means of a steel jack. The fit was a hand force fil 
Use of a jig resulted in the mass dissembling of th 
legs. The hand operations were slow but, in this cas: 
unavoidable. 

The results in the polishing room made for ma 
terially lower polishing costs than had been anticipat: 
at the outset. The productivity was as high as what 
could have been expected from the use of automat 
polishing machinery. 
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METAL FINISHING publishes, each month, a portion of the inquiries answered as a 
service to subscribers. If any reader disagrees with the answers or knows of better or more 
information on the problem discussed, the information will be gratefully received and the 


sender's name will be kept confidential, if desired. 








Sealing of Heating Coils in 
Phosphating 


Question: Is there any treatment 
ihat can be given to the steam coils 
ued for heating phosphating solutions 
hat will enable us to remove the hard 
cust easier when we clean out the 
tank and coils? 

R. W. A. 

Inswer: Some types of graphite- 
containing coatings have been used 
for this purpose. It also helps to chip 
the scale off the coils while it is still 
wel, as it seems to get harder if 
alowed to dry out. 


Tarnishing of Gold Plate in 
Storage 


Question: We have had a lot of 
rouble with our gold plate tarnishing 
ifter it has been in storage for a 
nonth or so. We are using a hard 
wld finish which looks very nice 
ight after plating, but some time later 
ihe tarnish develops. Can you make 
ny helpful suggestions? 
M. C. A. 

Inswer: The tarnishing is probably 
ue to the discoloration of the base 
netal under the gold plate. Most com- 
iercial gold plating is so thin as to 
ave very little protection to the un- 
lerlying metal, and if this underlying 
etal is one that darkens and _tar- 
tishes. the color of the gold film will 
vem to darken also. The remedy is a 
licker gold deposit. or an undercoat 
if some metal like nickel which  re- 
‘sts darkening. While brass plating 
inder gold improves the color of the 
told deposit, there is also the tend- 
‘ney for the brass undercoat to tar- 
lish unless a fairly heavy gold de- 
bosit is used, 
METAL 


FINISHING, Dece 


mber, 


Bright Dipping Zine Plate 

Question: We have been having 
trouble lately with our zinc bright 
dip. We used to get a nice bright fin- 
ish when we first used the bath, but 
now all our work seems to come out 
rather dark and streaky. We have 
changed the dip several times to try 
to overcome this condition, but it does 
not seem to clear it up. Can you sug- 
gest anything that we could do? 

B. D. Z. 

Answer: Inasmuch as even a new 
bright dip bath fails to give the de- 
sired results, it is probable that the 
fault lies in the zine deposit itself. If 
the zine plating solution has become 
contaminated with copper or lead the 
effect of the bright dip will be to dark- 
en the deposit. These impurities can be 
removed from the plating bath by 
adding zine dust, which precipitates 
both copper and lead. Other proprie- 
tary materials are available for puri- 
fying zine plating baths: names of 
suppliers for these are being sent to 
you. 

Power for Plating 

Question: | have a motor-generator 
which was designed for charging stor- 
age batteries. and would like to know 
if this unit is large enough for use in 
plating band instruments such as a 
tenor saxophone? | would also like to 
know if the solution used for stripping 
the silver off old instruments can later 
be used for silver plating? 

G. H.W. 

{nswer: You can check on the ca- 
pacity of the motor generator by look- 
ing at the name plate on the machine. 
For silver plating you would need 
about 10 amperes output from the gen- 
erator for each square foot of area to 
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be plated. A guess on the area of an 
average tenor saxophone (outside area 
only) would be about 5 square feet, 
making it necessary to have a genera- 
tor output of at least 50 emperes to 
plate one saxophone at a time. 

The solution used for stripping 
silver on old instruments would be 
contaminated with copper and other 
metals, and would not be suitable for 
use as a plating bath. 


Chromic Rinsing of 


Blackened Steel 


Question: Can you give us any in- 
formation on the purpose of the 
chromic acid rinse used after black 
oxide finishing of steel parts? We 
would also like details on the tempera- 
ture. time, etc. for best results, and 
what effect it has on the oiling step 
later. 

K. H. kK. 

Answer: The primary purpose of 
the chromic acid dip, when it is used, 
is to neutralize any carry-over of al- 
kaline salts from the blackening bath. 
It is particularly useful on assembled 
parts where the blackening solution 
can creep into crevices, holes, etc. If 
the alkaline salts are not neutralized 
they will later absorb water from the 
atmosphere and “creep” out from the 
crevices and corrode the finish. The 
chromic acid solution used should be 
very weak, and the parts left in the 
bath for only a very short time, just 
sufficiently long to completely neutral- 
ize the alkali. 

Actually any other weak acid could 
be used as a neutralizer, but chromic 
acid has a passivating effect on most 
metals and is therefore preferable. If 
strong inorganic acids are used there 
is danger of stripping the black oxide 
film from the parts. 

The neutralizing rinse does not 
effect the final oil dip, but unless the 
parts are spun dry before oiling it is 
necessary to use an oil bath or a 
separate dip where a water-displacing 
action is incorporated to remove all 
traces of water. 








Tarnishing of Plated Parts 
Question: We are sending you some 
samples of tarnished pieces that were 
silver plated and put in stock. When 
these were withdrawn from stock for 
assembly they showed this tarnish pat- 
tern. We would appreciate any infor- 
mation you can give us on why this 
is occurring and how we can elimin- 
ate it. 
B. A. F. 
Inswer:The sample parts show a 
definite finger-print tarnish pattern, 
that the 
person who handled the freshly plated 


which leads us to believe 
parts had a skin condition that pro- 
moted the tarnishing. This type of tar- 
nishing can usually be overcome by 
equipping personnel who handle the 
plated parts with clean cloth gloves. 
For silver plate, some grades of in- 
dustrial rubber gloves contain enough 
sulfur compounds to cause tarnishing, 
so cloth gloves are preferable. 

You can also try a passivating dip 
in the following solution: 

Postassium Nitrate 2 o2./gal. 

Potassium 

Dichromate ae 

This bath is kept just alkaline to lit- 
mus paper with caustic soda. The paris 
are made cathodic for several minutes, 
The 


bath is operated at room temperature. 


using lead anodes, at 2-3 volts. 


Separating Film on Copper 
Electroforms 

Question: Can you give us any de- 
tails on the use of iodine to produce 
a separating film when electroforming 
nickel over a copper-base mandrel. W« 
have heard that this iodine film works 
very well and would appreciate any 


help you can give us on it. 


D. D. 
Inswer: The iodine separating film 
on copper is formed in two steps: first 
a thin immersion deposit of silver is 
formed. then this silver film is con- 


verted into silver iodide. 

The silver film is formed by rubbing 
with a 
(chalk). 
and sodi- 
\fter rins- 


ing off the excess paste and chemicals. 


the cleaned copper surface 
paste made up of whiting 
silver chloride (5 oz. gal). 
um cyanide (12 oz. gal.). 
the piece is immersed in the following 


solution: 


Potassium iodide 7 oz. gal. 
lodine Q id 
Water 7 


Kthvt alehol 


balance 
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\fter rinsing off the chemicals the 
fo) 
part is ready for placing in the plating 
tank. 


Drying Barrel Plated Work 


Question: We are experiencing difli- 
culty in spin-drying some small parts 
that have been cadmium plated. Our 
spinner is equipped with a_ hot-air 
blower which seems to give good re- 
sults on other parts, but the particular 
parts we have in mind always seem 
to have small amounts of water left 
in the corners even after long spin- 
ning times. Can you suggest a better 
wav, or tell us how we can overcome 
this annoying problem? 

B. H. L. 

Answer: Your problem is essentially 
one of turning the mass of parts over 
enough to allow all the excess water 
to spill out of recesses and cavities. A 
better way would be to use a heated 
tumble dryer (drum type). where the 
parts are continuously flopped over 
while traveling through the machine. 
It is also possible to improve results 





with your present machine | 


using 
smaller loads in the drying bas’ ot, i 
by stopping the machine at j»jeryals 
to shake up the mass of parts. Also. 
a scalding hot water rinse bef. spin. 
ning will help to evaporate mos: of the 


water. 
Acid Blueing of Stee! 


Question: 1 would like to use the 
acid method of blueing some stainless | 
steel parts (a series of 
rusting. wire brushing, etc.). 
afraid that the surface would be 


by this type of treatment as 


passes with 
it am 
etched 
s the 
case with ordinary steel. Can you giv, 


H.K. §@ 
Answer: Unfortunately, acid blueing | 
methods do have a tendency to etch 7 


me any information on this? 


the surface, although it is possible with | 
care to leave a fairly smooth surface. 
Light treatments, followed by careful 4 
wire-brushing, are preferable in order 7 
to minimize this etching action. Sev. | 
eral light treatments are better than 
one or two heavy acid applications, 
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Recently Granted Patents 
in the Metal Finishing Field 
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24 Hour Patent Service 


| Copies of these or any other Patent will be mailed within 24 hours of receipt of order 
and payment of 50 cents per Patent. Give Number, Title, or general subject matter. 


PATENT PROCUREMENT SERVICE, BOX 4127MF, Washington 15, D. C. 








Continuous Galvanizing 


1S. Patent 2.557.764. R. F. Renkin, 


assignor to Henry A. Roemer. 
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The method of providing a hot coat- 
ed steel product with a ductile, corro- 
sion resistant, adhesive coating such 
that the coated product may be sub- 
ected to extreme deep drawing or 
forming operations without fracturing 
or flaking the coating, and which coat- 
ng has a smooth, uniform, fine-grain- 
ed structure and a slippery surface, 
said coating consisting of approxi- 
tin and 0.5% 
ead and being free of zinc-iron alloy 


mately 98.5°¢ zine, 1% 
and weighing 0.2 to 0.3 ounce per 
square foot of coated material: which 
consists in passing cleaned strip steel 
through a molten terne bath consisting 
of 2 to 50° tin and the remainder 
ead at a speed of 70 to 130 feet per 
uinute, said bath being maintained at 
i temperature of approximately 800 
'. to 840°F.. then passing the strip 
irom said terne bath directly into and 
through a molten bath of commerci- 
‘lly pure zine floating on top of a por- 
tion of the molten terne bath. said zine 
hath being maintained heated to a 
temperature of approximately 800°F. 
0 SAO°F, by the heat of the molten 
terne bath, and then pressure wiping 
the coated strip. 


Salvaging Silver-Plated Steel 
Parts 
CS. Patent 2.557.823. 7. R. Holbrook. 


ass‘enor to General Motors Corp. 


\ process of salvaging defective 
parts consisting of steel. a nickel strike 
hereon and an electrodeposit of silver 
on the nickel which includes, stripping 


‘eloctrodeposit of silver from a de- 
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fective part, cathodically treating the 
part stripped of silver in a solution 
consisting essentially of nickel chlor- 
ide, hydrochloric acid and water, said 
hydrochloric acid being employed in 
said solution in a concentration with- 
in the range of 1° to approximately 
100°. by volume based on commerci- 
ally concentrated hydrochloric acid 
and the nickel chloride being present 
in a concentration within the range of 
0.2 oz. to 1.5 oz. of hydrous nickel 
chloride per gallon of solution, then 
applying a nickel strike to the cathod- 
ically treated part, and thereafter elec- 
trodepositing silver onto the nickel 
strike. 
Automatic Periodic Reverse 
Plating Machine 
U. S. Patent 2,558,090. G. W. Jern- 
stedt, assignor to Westinghouse Flec- 
tric Corp. 

















In a conveyor electroplating ma- 
chine for plating members with metal 
from anodes of the metal, in combina- 
tion. a tank containing an electrolyte, 
a plurality of spaced movable supports 
having means thereon for supporting 
members to be immersed in the elec- 
trolyte for electroplating. means for 
moving the supports in one direction 
at a_ predetermined speed. contact 
means carried by each support for 
supplying electrical current to mem- 
bers thereon, a relatively stationary 
conductor means supported by the 
tank and disposed for slidable contact 
with the contact means on each sup- 
port, the conductor means comprising 
a series of alternate electrically con- 
ducting 


surface sections electrically 
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insulated from each other. the sections 
being so disposed and proportioned 
ihat every second one is shorter than 
the preceding section along the di- 
rection of travel of the contact means 
with respect thereto, the 
shorter sections having means for con- 


series of 


necting them to the anodic terminal 
of a source of continuous direct cur- 
rent, the series of longer sections hav- 
ing means for connecting them to the 
cathodic terminal of a source of direct 
current, and the spacing between the 
movable supports being substantially 
uniform and so proportioned to the 
dimensions of the sections that a rela- 
tively constant number of all the con- 
tact means is in sliding contact with 
the shorter sections, whereby. in op- 
eration, a relatively constant anodic 
current is being supplied to less than 
half the supports and members being 
carried thereon and a relatively con- 
stant cathodic current is being sup- 
plied to more than half the supports 
and members being carried thereon, 
and, during movement of a movable 
support. any members supported 
thereon receive a successive and alter- 
nating series of cathodic and anodic 
current pulses. 


Super-Imposed A.C, 
Electropolishing 


U.S. Patent 2.559.263. H. B. Smith. 
assignor to R. Wallace & Sons Mfg. 
Co. 


In the anodic polishing of a metal 
of the group consisting of copper, 
brass and electrically deposited silver 
in a cyanide bath, the method which 
comprises immersing the metal in said 
bath and subjecting the metal in the 
bath to the electrolytic polishing action 
resulting from the intermittent appli- 
cation of a positive potential of vary- 
ing value to said metal. as the anode. 
and to a companion cathode, said 
varying potential being composed of a 
direct current potential in series with 
an alternating current potential and 
applied for a plurality of time-spaced 
periods between about 0.5 second and 
about 0.9 second each with interven- 
ing periods of at least about 0.6 sec- 











ond each, the peak alternating cur- 
rent potential being not greater than 
the direct current potential. 


Buff Design 


UL. S. Patent 2,559,385. H. H. Bahr, 
assignor to Guaranteed Buff Co., Inc. 


\ buffing wheel comprising a hub 
member having a circular periphery 
and having a plurality of slots adjacent 
said periphery, a plurality of helically 
wound flattened rolls of fabric at- 
tached to said hub, each said roll being 
formed of a strip of bias cut fabric 
folded upon itself along a medial line 
and having a plurality of perforations 
through said fabric at said medial line. 
generally T-shaped flat members, each 
member having a cross bar and a leg 
depending therefrom, the leg of said T 
passing through said perforations and 
said cross bar anchored in said slots 
in said hub, the inner edge of said 
fabric being spaced from said _peri- 
phery, the cross bars of said T-shaped 
members being spaced apart at said 
medial line to partly support said 
fabric, said fabric being arranged in 
radial sinuous folds with a fold be- 
tween adjacent T-shaped members, 
each said roll occupying a relatively 
small are about said hub. 


Pickling Bath 
U.S. Patent 2.559.445. J. A. Lotz, as- 


signor to The Union Switch & Signal 
Co. 


\ method for removing scale from 
low silicon content steels without pit- 
ting which comprises subjecting the 
steels to the action of a pickling bath 
consisting of LO‘: by volume hydro- 
chloric acid (36°), 5‘¢ by volume of 


phosphoric acid (85'.), and water. 


Chromate Treatment for Zine 


U.S. Patent 2.559.812. C. 


assignor to 


T. Watson, 
Tennessee Coal. Iron & 
Railroad Co. 


In a method of forming a corrosion- 


resistant and abrasion-resistant coat- 
ing on a zine surface. steps including 
subjecting the surface for a period of 
from 15 seconds to 2 minutes, to con- 
tact with a solution, acid in character. 
composed of from 4 to 18° of a com- 
pound selected from the group consist- 
ing of chromic acid and sodium and 
potassium salts thereof or mixtures but 
including at least 4° chromic acid, 
from .5 to 9°; of a compound selected 
from the group consisting of tartaric 
succinic acid, citric acid 


acid, and 
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sodium and potassium salts thereof or 
mixtures, from .1 to 8° of a com- 
pound selected from the group consist- 
ing of hydrochloric, sulphuric, nitric 
and phosphoric acids and sodium and 
potassium salts thereof or mixtures. 
and the remainder water, the salts in 
each case being used in anionic equiv- 
alent amounts of the amount of acid 
specified and maintaining the tempera- 
ture of said solution at a value between 
room temperature and 180°F. 


Making Copper Oxide Rectifiers 
U.S. Patent 2.559.370. M. Reidel. 


A process for the manufacture of 
copper rectifiers comprising the steps 
of forming a layer of cuprous oxide 
by a thermic process; and subse- 
quently nitriding said layer of cuprous 
oxide by immersing the rectifier in 
nitric acid, whereby cupric cuprous 
nitrates in solution with cuprous ox- 
ide are obtained. 


Continuous Copper Plating of 
Zine Coated Strip 
U.S. Patent 2,560,534. O. E. Adler, 


assignor to National-Standard Co. 


A method of electroplating a con- 
tinuous zinc coated steel base which 
comprises passing said base through 
a plating bath of cyanide and copper 
in which the base is a cathode of an 
electric circut, and thereafter passing 
said base through a second bath of 
cyanide and copper in which the 
metal base is an anode of said circuit. 
maintaining the base free from any 
solid electric contact during its passage 
through said baths, regulating the 
current density in the plating bath to 
give an efficient plating operation, and 
establishing a very high current dens- 
ity in the second bath whereby only 
very slight electrolytic removal of 
plated metal occurs in said bath. 


Copper Plating Cooking 
Utensil Bottoms 
LU. S. Patent 2.560.966. H. J. Lee. 
assignor to Revere Copper and Brass. 
Ine. 


In a method of coating the substan- 
tially flat bottom and adjacent side 
wall surfaces of revolution of a stain- 
less steel cooking vessel with a strong- 
ly adhering layer of electrodeposited 
copper, the steps of immersing said 
surfaces in a dilute sulphuric acid bath 
with said bottom surface in opposed 
spaced substantially coaxial relation 
to the convex surface of revolution of 
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an insoluble electrode of greater qj. 
ameter than the diameter of th. 
and of material altitude, maki; 
vessel a cathode and said electrode ay 
anode while immersed in said bath for 
treating said surfaces of the vesse| with 
electrolytically released hydrogen. and 
upon cessation of such treatment re. 
moving said vessel from said bath and 
substantially immediately 
said surfaces thereof in a copper plat. 


vessel 


Said 


ing bath in opposed spaced relation to | 


a soluble copper electrode and making 
the latter an anode and the vessel a 
cathode. 


Stripping Plated Coatings from 
Steel 
U.S. Patent 2,561,065. W. R. Meyer, 


assignor to Enthone. Inc. 


Process for selectively dissolving a 


coating of a metal of the group con. | 


sisting of nickel, copper. zinc. silver, 
and cadmium from the surface of a 


immersing ‘ 


eM hiots ssi 


metal of a group consisting of iron, | 


steel, and chromium which comprises 7 
immersing the metal object to be 7 
stripped in an aqueous solution of the 7 


materials in 
within the indicated ranges: 


following 


proportions 4 


Alkali metal chlorite. 5 grams per | 


liter to saturation. 


Alkali metal cyanide. 1 gram per | 


liter to saturation at a temperature 
within the range of about 70° to 210 
r. 

Di-Phase Cleaning Method 
U.S. Patent 2.561.158. C, 


assignor to General Motors Corp 


\ process of cleaning metal parts | 


which comprises providing a bath con- 


sisting essentially of a solvent-emulsion | 
cleaner having an oil solvent upper J 


layer and an oil in water emulsion un 
der layer, passing the metal parts into 


D. Tuittle. 


«SSR rT 


See 


said bath through the oil solvent upper @ 


layer. then immersing and soaking the J 


metal parts in the oil in water emul- § 


sion under layer, then removing the § 


parts from the solvent-emulsion bath. 9 


thereafter spraying the parts with an§ 


intimate mechanical 


solutions. the first of which solutions 


mixture of two 


consists essentially of an equeous solu § 


tion of an alkali metal silicate and the§ 


second of which consists essentially 0! 
a solution consisting largely of mineral 
spirits and a smaller proportion of a 


chlorinated solvent, and thereafter sub-§ 
jecting the parts to hot chlorinated § 


solvent. 
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Engineering Information Useful In 

















| Designating Metallic Surface Treatments 
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‘] Calculating Metal Cost for Rhodium Plati 

a § 
a The chart below simplifies the metal weight and cost calculations for rhodium plating. The example shown 
4 is for calculating the cost of plating .0OLO” of Rhodium on a surface area of 5 square feet. Lighter coatings than | 

r, : shown in the table can be calculated using appropriate factors. For example. .00001” of rhodium on the above 


area would be 1/100 of the above thickness. 


Metal weights are given in Troy ounces. 


aa Troy ounces oF. grams 
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New Methods, Materials and Equipment 
for the Metal Finishing Industries 




















ever the customer desires. Complete 
details may be obtained by writing to 


L 
Belt Sanding Unit 
Behr-Manning Corp., Dept. MF, 
Troy. N. } the above address. 


This firm announces the develop- 


ment of a coated abrasive belt sanding 
unit especially designed for inside 
diameter sanding, grinding and _pol- 
ishing work. Adaptable to either free 
running or platen backed coated abra- 
sive belt operations, this unit has 
proven to be successful on such items 
as bomb straps, horn rings, gas tank 
necks, tin snips and heavy shear rings. 
This unit, called the Tongue Sander. 
is not manufactured or sold by the 
Corp., but can be assembled easily 


using standard available parts. 


Sealing Porous Castings 
{merican Metaseal Corp., Dept. MF, 
606 Sixty-Fifth St.. West New York, 
Wied. 


This firm has perfected a method 
for sealing porous castings to provide 
solid surfaces and pressure-tight as- 
semblies. In their process the pores in 
the metal are said to be completely 
filled with a tough resilient plastic. The 
method is claimed to have been ap- 
proved by the armed forces for mili- 
tary items. The process is available for 
licensing. or the work will be done 
at American Metaseal’s plant, which- 
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Sequestering Agent for 
Acid Pickling 
American Cyanamid Co., Industrial 
Chey. Div., Dept. MF, Rockefeller 
Center, New York, N.Y. 


There are several instances in the 
preparatory treatment of steel for cold 


drawing, porcelain enameling, and tin 
plating where the presence of heavy- 


metal ions has a adverse effect upon 
the finished product. The above com- 
pany offers to the steel industry a pro- 
cess aid, Aerobrite, an addition agent 
for use in these applications. Its use 
in ferrous metal treatment as well as 
a similar application in electrolytic 
tin plating is believed to be dependent 
upon the formation of a complex mole- 
cule, 

The addition of recommended quan- 
tities of 
baths used in preparatory 


Aerobrite to acid pickling 
treatment 
of steel to be cold-drawn, and in simi- 
lar pre-treatment of steel sheets to be 
porcelain enameled provides many ad- 
vantages. 

The addition of a small percentage 
to the sulphuric acid pickling bath 
used for preparation of bars and flats 
to be cold drawn is said to result in 
the following advantages: 

a. A uniformly clean steel surface is 

provided which when coated with 

lime for cold drawing produces a 

uniformly brighter cold-finished 
product. 

b. Removal of iron salts from the 
surfaces of bars and flats in- 
creases the life of expensive dies. 

c. Improvement in resistance — to 
rusting on storage has been re- 
ported, 

d. There is some evidence that the 
life of 


bath is extended. 


the sulphuric — pickling 


The application of Aerobrite is ex- 
tremely simple. It involves merely the 


addition of 144 to 1 per cent to the 
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pickling bath, based on the weight of 
sulphuric acid present. 

It is generally agreed that Yelloy 
Prussiate of Soda, the active ingredi. 
ent in Aerobrite is of a low order of 
toxicity for man. It should be used jn 
the concentrations recommended and 
it has been this firm’s experience in 
field tests that usage of Aerobrite in 
sulphuric acid pickling baths in such 
concentrations does not increase the 
hazard of pickling bath operation. An 
extensive bibliography of toxicity re- 
ferences will be made available on re- 
quest. 


Bucket Blade Grinding and 
Finishing Machine 


Production Machine Co., Dept. MF, 
Greenfield, Mass. 


Shown for the first time at the Na- 
tional Metals Exposition in Detroit, 
this machine created considerable in- 
terest because of the timely need for 
equipment of this kind. The machine 
is specially designed for grinding and 
of bucket 
blades, using abrasive or felt belts by 


finishing various types 
the offhand grinding method. Equip 

8 8 {uly 
ped with extended housings to mount 
platen rolls up to 4” wide, and_ ball 


bearing spindles for contact wheels 


wide by 3” diameter. 


up to 1” 
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Spi dles are located at a comfort- 
ple» orking level and permits a 180 
wrap f abrasive or felt belt at point 
f covtaet. The contact wheels are 


fyrmed to match the contour of vari- 


ys types and forms of blades to be Filtering any plating solution ... 










count or finished. Available in either . 
d ail or duplex type so that if differ- any quantity 
TH ont grit belts are required the duplex 
@ ojachine may be so equipped and 
3 the operator can perform the two op- IN DUSTRIAL 
¢ erations on the one machine. 
J Uses belts up to 4” wide by 115” 
» BB long running at 5,000 S.F.M. | 


Work Handling Baskets 


Wire and Tron Products, Inc., Dept. 
WF. 1725 Sixteenth St., Detroit 16, 
Wich. models. Capacities from 100 


to 15,000 gph. Special 


Portable and stationary 


filtering systems engineered 


to meet unusual conditions. 


and it’s performance that counts 


The engineering, design, and construction of INDUSTRIAL fil- 
ters have proved out in long service. With the outlet near the 
top of the chamber, a uniform precoat is deposited on the 
filter leaves as the solution fills the chamber. The outside 
lockup simplifies the lockup of the leaf and bag assemblies. 

\n improvement in the means of | INDUSTRIAL exclusive air-wash cleaning method practically 
arrying precision parts through all eliminates the usual labor, downtime, and the inconveniences 
phases. of manufacturing, including of dismantling the filter after each cycle. INDUSTRIAL filters 
are often in operation for months without removing the cover. 





lating, drying, washing, and machin- 


. ng. has been developed by the above 
d HE em All these features add up to bonus performance—clear filtrate 
ot ce Ba aoa at low over-all cost per gallon. 

lhis new carrier is known as the 
Y We tazy-Stak Wire Basket, and consists 
) : . 
: fa metal frame and custom-made in- Ask for Bulletin 100 -EP 
1 . hh > ~ 
ets = | W il handle ag — or ‘Thin beilelin Ghven ee connate detalin of 
Is Merial. At 18 especially designed to all INDUSTRIAL features, description of the 


rotect highly-machined finished parts different standard models, and the capaci- 


ties of the standard sizes. 


en | 


@ verlorated metal. All types are cadmi- INDUSTRIAL Water Demineralizers 04) my 


Men 
a i-plated, light-weight. easy to handle, a i 
ie ; rey 


ind plated parts against abrasion. 
tezy-Stak baskets are made of!y”-4” 
nd” steel wire. 47-14” and 





iat expanded metal. or wire mesh or 





‘tore and stack. and extremely durable 





MH tad long lasting. For especially fragile Eliminate stains after hot onerudvent 
id arts, Kezy-Stak Baskets are available vent unwanted precipitates in solutions. 
a tha rubber or plastic coating. Standard INDUSTRIAL demineralizer units are available with capacities of 200 | — 
a lhe manufacturer states that Kezy - to 1000 gph. Special units of any capacity are engineered to requirements. j 
O@ ‘ak Baskets will speed and facilitate 
OH vter-factory transportation of parts. “ Write for Full Information and Recommendations 
OB crease the number of rejects, lower 
hor costs, and require virtually no FILTERS PUMPS CORROSION TESTING APPARATUS 
Pressure Type Centrifugal Salt Fog « Humidity 


adintenance expense. They also in- 


Be‘? sod housekeeping, _ INDUSTRIAL FILTER & PUMP mre. co. 


* \ descriptive folder, “The Better 
fe Stacking Baskets.” is obtainable on 5906 Ogden Avenue RUBBER sige . aos pny 
: ° — j . OEMINE 
: leque Chicago 50, Illinois Vulcanized Linings olded Products J 
- 
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“Super Honite” chips 
last twice as long! 


Now you can speed your barrel 
finishing with the world’s toughest 
abrasive chip—‘‘Super Honite!”’ It’s 
the hardest chip ever produced—the 
only chip engineered for both grinding 
and burnishing. Gives twice the life of 
other stones! 

What makes it so tough? Aluminum- 
oxide mineral grains— fused with a 
ceramic bonding agent that never frac- 
tures or crumbles. And “Super Honite”’ 
holds these thousands of razor-sharp 
cutting edges permanently—can’t wear 
smooth. 

Try it yourself and see the difference. 
Available in eight sizes. Write Dept. 
MF-81 for the name of your nearest 


Regular “Honite” proves | suppiicr. 
toughest natural chip awormer ails 


Competitive tests prove no other 
natural barrel finishing abrasive—not 
even granite—retains a cutting edge 
as long as regular ‘“‘Honite!’” Thousands 
of tiny, sharp silica grains are held 
tightly in a tough mineral bonding. 
Thousands of new cutting edges are 
constantly exposed as the _ surface 
slowly wears away. 

That’s why ‘‘Honite’’ is ideal for ; 
fine finishing to close tolerances, and | _ 4 4 
for many other jobs involving a mini- 
mum amount of metal removal. 








“HONITE”’ COMPOUNDS are the 

? *s ..,, | ‘‘secret of success”’ for dependable finish- 
Insist on the brand name—“‘Honite. ing. Each type is carefully formulated 
AvailabJe in nine sizes for uniform | to control alkalinity, lubrication, glazing 
results. Write Dept. MF-81 for the | —many other vital operating conditions. 
name of your nearest supplier. Ideal with ‘“‘Honite’’ or ‘‘Super Honite.’’ 








FREE help from Barrel Finishing Experts! 


Are you positive your present barrel finishing methods are giving you the 
best results at the least possible cost? Experienced 3M Engineers are ready 
to work with you for increased efficiency and a system that’s tailored to your 
particular job. Use coupon below for complete information and a copy 
of “3M Barrel Finishing."’ No obligation. 
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Minnesota Mining & Mfg. Co. ! 

| Dept. MF-81, St. Paul 6, Minn. 

i I 

| Nome....... ° eccccce cocccvcccccces fF 

: 3 
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| I BARREL FINISHING CHIPS « 
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Made in U.S.A. by MINNESOTA MINING & MFG. CO., St. Paul 6, Minn., also makers of “Scotch” 
Brand Pressure-sensitive Tapes, ‘‘Scotch’’ Sound Recording Tape, ‘‘Underseal’’ Rubberized Coating, 
“‘Scotchlite’’ Reflective Sheeting, “‘Safety-Walk’’ Non-slip Surfacing, ‘‘3M’’ Adhesives. General Export: 
Minn. Mining & Mfg. Co., International Division, 270 Park Avenue, New York 17, N. Y. In Canada; 
Minnesota Mining & Mfg. of Canada, Ltd., London, Canada, 


¢ 








Drum Handling Truc}, 

The Yale & Towne Mfg. Co. Phila, 
Div., Dept. MF, 11000 Rooseve! Bled. 
Philade!phia 15, Pa. ; 





A new horizontal drum handling de. 
vice that can be attached to any jp. 
dustrial fork truck without removing 
the forks or making any hydraulic 0; 


mechanical connections is now. avail. 
able from the above firm. Completel, 
automatic, the new device is a self. 
contained unit that fits over the forks 
and is fixed to them with two screw 
type clamps. 

One or two standard drums can be 
picked up with the Yale drum handler 
by simply lowering it over them whik 
the truck is slowly backing away. The 
rear clamps are spring loaded and 
snap under the lip of the drum. When 
the drums are lifted, gravity action 
locks the clamping hooks in place. De 
positing the drums is just as easy as 
picking them up. The drums are low 
ered, the truck is moved forward 
(stretching the springs on reat 
clamps) and as soon as the forward 
clamps are free. the channels on the 
truck are tilted back. The truck is then 
hacked away to free rear clamps. 

Despite the simpilcity of the Yale 
handler. it is said to be safe and eff 
cient. Loads will not drop with sud 
den stops. when traveling over a rough 
surface. or when truck channels ar 
tilted. it is claimed. 

The attachment weighs 270 pounds 
and permits the drums handled to be 
filled with any common material. 
Drums may be stacked to any height 
within the lifting range of the truck. 


Washing Machines 


Solventol Chemical Products. !nc.. 
Dept. VF. 15481 Second Ave.. Detrou 
3. Mich. 

\ line of industrial washing and 
solvent cleaning machines have been 
developed by this firm. Both sta! dard 
and specially designed equipment }s 
available for all types of production 
cleaning. Advanced design is cle med. 
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‘; or er to overcome the many prob- 
ims vith usual washing and cleaning 
equip ment, based on many years of in- 
justr al cleaning experience. A folder 
. available describing some of the 
types of machines this firm has built. 
Further information is available by 
writing to the above address. 


Strippable Protective Coatings 


Seu!-Peel, Inc., Dept. MF, 11400 E. 
0 Mile Rd., Detroit, Mich. 


This firm has developed a strippable 
coating material for the protection and 
shipping of all types of metal goods 
which provides an excellent corrosion 
sistant coating. The material is ap- 
plied by dipping the article to be pro- 
wcted into a heated bath and letting 
ihe adherent coating harden by cool- 
ng. The resulting protective layer is 
fexible and hence will not crack or 
chip away. The coating is transparent, 
| that markings will show through 
i) identify part numbers, etc. For 
certain parts, a small cloth bag can be 
first used to contain the part, the whole 
package then being dipped for protec- 
tion. Great savings in weight are made 
possible. with resulting savings in 
chipping costs and volumes. The coat- 
ing can be salvaged for re-use by melt- 
ing. Complete details and specifications 
may be obtained by writing to the 
above address. 


Thermometer Magnifier 


Fisher Scientific Co., Dept. MF, 
'l7 Forbes St., Pittsburgh 19, Pa. 


\n ingenious magnifier which simp- 
lifies thermometer reading is now 
available from the above firm. Equip- 
ped with a pair of spring clamps, it 
s easily snapped onto any standard 














what you get 


WITHOUT 
BUFFING 


See the difference? Unbuffed 
control sample shows cloudy 
milky finish when copper is not 
treated with Iridite. 


® 
Metcote in 


This sparkling bright finish is the result of just a simple dip in Iridite 
Metcote between the copper and chrome plating cycles! You actually 
get the clear, bright appearance of copper-nickel-chrome because the 
Iridite treatment gives maximum brilliance and clarity to the copper 
undercoating. 


FORGET BUFFING COSTS, PR PLATING! Once you’ve properly prepared the 
base metal . . . steel sheet or zinc casting . . . you can completely forget 
buffing costs because no further buffing is required! And, there is no 
need to resort to PR plating or extra brightener in the copper plating 
solution because of the chemical polishing action of Iridite Metcote. 
The result? A pleasing clear, sparkling bright finish that is ideal for 
decorative products. 

PROVE IT YOURSELF! Send us samples of your product for test-processing 
with copper, Iridite Metcote and chrome. Then make your own inspec- 
tion and tests. Once you’ve seen your own product treated with this 
Iridite finishing system you’ll never go back to slower, more costly 
buffing for your bright finishing. Start saving money now—write us 
direct or call in your nearest Iridite representative. Look under 
“Plating Supplies” in your classified telephone directory. 


lridite is approved under government specifications. 


A ico Research Prooucts 


INCORPORATED 
4004-06 E. MONUMENT STREET e BALTIMORE 5, MD 
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On any metal finishing problem 


DEPEND onDU-LITE 
TO CUT COSTS 


For 
instance... 


Courtesy Artistic Wire Products Co. 


Graphitic compound, grease and oil 
made these wire dish strainers tough 
to prepare for plating. Upon using 
Du-Lite’s #31 Cleaner, the strainers 
were thoroughly cleaned, and sur- 
faces prepared for plating, with 
a saving of 1000 Ibs. of cleaning 
compound per month. 


R problem? 





Du-Lite’s service to industry is com- 
plete from research on specific metal 
finishing problems to installation of 
processing equipment. Du-Lite’s line 
includes cleaners, strippers, blacking 
agents, wetting agents, passivating 
agents, rust preventatives, burnish- 
ing compounds etc. for any type of 
metal. 
See your nearest Du-Lite Field Engineer 
or write for more information. 


é % 
' DU-LITE CHEMICAL CORP. ; 
a MIDDLETOWN, CONN. ' 
: Rush information on your products for finishing : 
: following metals: : 
a Aluminum Steel Stainless Steel....... 
: Brass Copper Zinc : 
& Others 1 
t a 
es alte ct er ee ' 
& a 
: Company ; 
§ Address s 
k y 
8a | 
8 City Zone , Sate . 


u-Lite 


METAL FINISHING SPECIALISTS 
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thermometer. [t can be moved up or 
down to any desired position to mag- 
nify a full two inch section of the 
thermometer. 


Instead of peering closely at the 
thermometer. the operator can now 


take an accurate reading from as far 
as © feet away, and from a surpris- 
ingly wide angle from directly in 
front of the scale, it is claimed. A hair- 
line. engraved across the center of 
the magnifier. can be set at the desired 
temperature to serve as a handy refer- 


ence point. 
Centerless Grinding and 
Finishing Machine 


Production Machine Co., Dept. MF, 
Greenfield, Mass. 





A heavy duty machine capable of 
removing large amounts of materials 
at fast feeding speeds and yet main- 
taining close size tolerances. This ma- 
differs the conventional 
type centerless grinder in that it uses 
abrasive belts in place of hard wheels 
for both cutting and feeding members. 


chine from 


The use of a belt as a feeding unit 
offer distinct ad- 
vantages over a feed wheel. The feed 
belt contact with 
the work at all feeding angles and 


is said to several 


maintains constant 
eliminates the need of dressing when 
either the feeding angle or size of 
work is changed. This feature reduces 
time to a 
claimed. 


set-up minimum, it is 


The cutting belt is 9” wide x 168” 
long and runs over contact wheel and 
idler pulleys in a triangular arrange- 


ment. This design reduces floor space 
requirements over conventional type 


idler backstands. The machine has a 
to 6” and will 
handle various types of work by the 
thrufeed 
guides and supporting fixtures can 


capacity of from 14” 


infeed or method. 


also be provided for long bar grinding 


and other specific applications. 


METAL 


Work 


FINISHING, 


Barrel Finishing Compoun: 
Blue Magic Chemical Specialti: 
Dept. MF, 2135 Margaret St... P 

delphia 24, Pa. 


\ special purpose chemical 
pound for barrel finishing alloy 
parts in minimum time is. off; sed 
under the trade name Blue Magic * 
Finishing Compound No. C-5, 


The manufacturer states that th 


C-5 Compound and any generally used ] 


tumbling medium. bright mirror fin. 7 


ishes can be put on steel parts in ti, 
cycles of 20 to 40 minutes. Also that 
the compound can be used in certain 
applications for both roughing and fin. 
ishing to produce low micro-inch sur. 
face readings, true color and uniform 
results. 

Blue Magic Compound No. C-5 is 
a non-dusting, soapy. concentrated 
powder that has no obnoxious odo; 
and is not irritating to the skin. It is 
claimed that detergency and rinsibility 
outstanding characteristics and 
that parts leave the tumbling barre! 
free from chips, abrasives, oil traces 
or any other foreign matter that might 
impair subsequent plating. painting or 


are 


other operations. 
The will make 


runs on samples submitted or suppl) 


manufacturer test 
sufficient compounds for experimental 
runs. 


Polyethylene Funnels and 
Beakers 


American Agile Corp., Plastics Div., 
Dept. MF, 5806 Hough Ave.. Cleve- 
land 3, O. 


This firm offers molded polyethy- 
lene funnels and beakers for use in 
many industria! and laboratory appli- 
cations where corrosive liquids. in 
particular hydrofluoric 
handled. 

These polyethylene funnels. known 
as Agilene funnels, are extremely light 


in weight (specific gravity of poly- 
ethylene is .92,) unbreakable. and 
highly resistant to most corrosive 
chemicals including hydrofluoric. sul- 
furic, nitric, and hydrochloric acids 
at temperatures of 170°F. Agilene 
funnels are available in sizes from 1” 
to 12” diameter and will cover the op- 
erations ranging from micro-chy ical 


work to transfer of corrosive liquids 
in the heavy chemical industry. 

Agilene beakers are availal 
250 ml and 400 ml capacity. |! 
light weight, corrosion resistanc 
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COATINGS for MEWALS 
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Four Features of Unichrome S.R.H.S. Chromium Bath 


increase Output of 























Acidproof Tantalum 
tuts costs in 
heating acid solutions 


Acidproof to all plating solutions except 
drofluoric acid, the tantalum piping 
ised in Unichrome Heat Exchangers and 
Coils has thin wall sections that promote 
nore efficient heat transfer. Immune to 
ittack, this tough tantalum heating and 
ooling equipment lasts longer, builds 
» no heat insulating deposits, and re- 
luees servicing downtime to bed rock. 








Bright Dip Finish 
with durability 


“ine plated products can be made bright 
«chromium by immersion in Unichrome 
“ear Dip. While this finish is in itself 
‘xtra resistant to corrosion and staining, 
‘1 application of a really tough clear 
*namel such as Unichrome Coating B-115 
quality. The non-yellowing, 
‘éking synthetic adds outstanding re- 
‘slance to corrosion, handling and ex- 


sure. This combination finish offers 
the durability and eye-appeal needed to 
Win Sales, 
METAL 
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Production and still more production is 
the order of the day — with hard chro- 
mium. plating no exception. To many 
platers, the Unichrome S.R.H.S. Chro- 
mium Bath has multiplied capacity to 
meet output goals. It has resulted in 
more work done in less time. For four 
outstanding reasons: 


I. HIGHER SPEED OF PLATING 


Increases of from 20% to 80% in plating 
speed have been obtained by plating in 
S.R.H.S. Chromium instead of ordinary 
chromium. Some recent records reveal 
that piston ring plating took 3% hours 
instead of 5. Aircraft brake discs were 
done in 40 minutes instead of the former 
65 minutes. Gun turret, engine parts and 
other defense production are being 
plated at a fast .0025” per hour rate. 


2. CUTS FINISHING TIME, TOO 


By its leveling action, the Unichrome 
S.R.H.S. Chromium Bath covers over 
minor irregularities in the base metal. 
In addition, the plate is smoother and 
there is considerably less tendency 
toward “treeing.” As a result, the de- 
posits need less grinding and final fin- 
ishing. This can mean less need for ex- 
cess chromium to allow for finishing and 
consequently more plating time saved. 


3. INCREASED CAPACITY 
WITHOUT EXTRA EQUIPMENT 


Because of higher cathode efficiency of 
S.R.H.S. Chromium, less power is needed 
to deposit the specified thickness of 
chromium on the work. In effect, the 
S.R.H.S. Bath increases generator or rec- 
tifier capacity by allowing more work 
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Hard Chromium 


tay 


a 
a en 


to be processed without overloading the 
rectifier or generator. | 


4. SELF-REGULATION MINIMIZES CONTROL 


This S.R.H.S. Chromium Bath needs 
minimum attention. Normally, it main- 
tains itself in the peak “plating balance” 
that assures top throwing power and 
good coverage. This feature saves time, 
keeps the bath on the job, minimizes 
rejects. 


United Chromium engineers are also ready 
to pitch in and show you how to meet 
specifications in less time and with less 
expense with a Unichrome S.R.H.S. Bath. 
Phone or write your nearest office of 
United Chromium, Incorporated. 


Trade Mark 


UNITED CHROMIUM, INCORPORATED 

100 East 42nd Street, New York 17, N.Y. 

Detroit 20, Mich. © Waterbury 20, Conn. 

Chicago 4, Ill. © Los Angeles 13, Calif. 
In Canada: 

United Chromium Limited, Toronto, Ont. 
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By-Pass Precleaning 
Material Shortages 





° ° 
The Magnus 


Emulso-Dip Method 


of Precleaning 


Work fo be precleaned is 
dipped into (or sprayed with) 
the Magnusol cleaning 
solution... made up of 
Magnusol concentrate and 
kerosene or safety solvent. 

The solution rapidly wets 
and penetrates the dirt on 
the werk, loosening if so 
that it is completely flushed 
off when the work is rinsed 
with water, steam or safety 
solvent, 

Not only oil and grease, 
but all solid dirts, including 
metal particles, are removed. 
in many cases it is not even 
necessary to heat the clean- 
ing solution or the flushing 
water. The solution is non- 
toxic, non-inflammable and 
harmless fo ali metals and to 


and Get Faster, 
Better, More 
Economical Results! 


There is no shortage of Magnusol .. . or 
of the petroleum solvents used to make 
up the precleaning solution employed in 
the Magnus Emulso-Dip Method. 

Even in the days when chlorinated sol- 
vents were in ample supply, users of the 
Magnus Method got better precleaning 


and far more dependable removal of solid | 
dirts. And they never had to worry about © 


corrosion of equipment, attack on metals 
or harm to personnel. 


The Emulso-Dip Method 


will work on your products. We'll gladly 
cooperate with you in adapting Magnusol 


or one of our related emulsifiable solvent © 
soaps to your specific needs. In fact, if you © 
want to work with us in our plant-scale | 
laboratory, you can see the exact results 


on your own products! 








the skin. 











MAGNUS CHEMICAL CO. « 11 South Ave., Garwood, N. J. 





In Canada — Magnus Chemicals, Ltd., Montreal. 
Service representatives in principal cities. 





durable qualities make them a labora- 
tory requirement. 

Literature and prices are available 
by writing. 


Belt Deburriag Machine 


Vonnegut Moulder Corp., Dept. MF, 
1857 Madison Ave., Indianapolis, 25, 


Ind. 


The Marschke HS 168 pneumatic- 
ally-tensioned Abrasive Belt Grinder 
& Polisher has been developed for 
cleanup operations on light forgings, 
precision castings and deburring of 
parts. Its 
characteristics are: 


small machined primary 


l—a pneumatically tensioned 14’ 


belt. 
2—a constant 5000 s.f.p.m. belt 
speed. 
86 


3—a small contact wheel with lib- 
eral working clearances around 
the wheel for good visibility 
while the operator is in a sitting 
position. 

It was designed for cleanup opera- 
tions on jet blades and buckets prior 
to polishing, but it is recommended 
for similar operations on a great va- 
riety of small castings, forgings and 
machine parts. In addition to a high 
standard of quality and quantity of 
work, the manufacturers of this ma- 
chine also claim minimum abrasive 
cost and minimum operating fatigue. 

The machine is equipped with a 114 
H.P., 3600 r.p.m. totally enclosed 
motor to drive belts 1” to 2” wide 
over contact wheels from 5¢” to 214” 
diameter with constant, pneumatically 
controlled belt tension, independent of 





belt stretch and contact wheel diam. 
eters. : 

An important feature of the machine 
is its high-speed contact wheel spindle 
which is turning at about 30,000 r.p.m. 
fitted with the minimum 5,” 
diameter whee} and at about 15000 
r.p.m. with a 144” wheel. For installa- 


when 


tions which do not require contact 
wheels of less than 114” and ranging 
from 114” to 214” diameter the ma- 
chine is equipped with a spindle unit 
rated for a maximum of 15000 r.p.m. 
The housing diameters of the two 
units are alike and interchangeable. 


The high speed ball bearing unit is} 


lubricated with an atomized fog of 
light oil by air pressure. The lubrica- 
ting system includes an air filter and 
drain, a transparent oil 
ceptacle, control valves and pressure 


the air and oil 


storage re- 


indicators for both 
lines. A connection also leads to the 
belt tension air cylinder. A solinoid is 
connected with the motor power ¢on- 


q 


irol and automatically connects and] 


disconnects the oiling system when the 


machine is started and stopped. Al 


other bearings have sealed-in lubrica- | 


tion. 


fa . . — 
The machine weighs 750 lbs. ane 
covers only 32” x 30” floor ar 
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., Gage Measures Thickness 
of Thin Films 


Gereral Electric Co., Dept. MF, 
Sche ctady a eS 
4 sew instrument for accurately 
ring the thickness of thin films, 
ans of color comparisons, has 
been announced by the Special Prod- 
ycts Division of the above firm. 

Called a “step gage,” the new de- 
vice was devised by Dr. Katharine B. 
Blodgett of the Company’s Research 
Laboratory. It consists of a specially- 
prepared glass plate enclosed in a 
plastic case. A film of barium stearate 
is deposited on the glass in a series 
of monomolecular layers, each layer 
have a thickness of 0.1 microinch. The 
successive layers are deposited in such 
a way as to build a series of steps 
made up of ten layers. Each step is 
one microinch thicker than the pre- 
ceding one. 

When the step gage is illuminated 
by white light, each step reflects a 
color that is determined by its thick- 
ness. The steps, therefore, are seen as 
a series of colored stripes on the 
glass plate. 

To determine the thickness of an 
unknown film, it is compared with 
the colors on the gage to find the 
step which most nearly matches the 
color of the unknown film. 

The new device will be used in the 
field of microchemistry for the meas- 
uring of very small amounts of a 
substance when the substance is laid 
down in a uniform film, such as oc- 
curs in the case of films formed by 
evaporation in vacuum. It can also be 
used. indirectly, to measure vapor 
pressures and temper colors on metals, 
and is adaptable for measurement of 
transparent conductive coatings on 
slass—such as aircraft windshields. 

\lso expected to have wide applica- 
lion in technical education, the step 
gage will serve as an aid in teaching 
laws of reflection, polarization, and 
interference, and to help illustrate 
qualitatively, and quantitatively many 
of the laws which physical optic stu- 
dents study. 

Range of the new gage is from 2 to 
|6 microinches. 


OLD BOUND VOLUMES OF 
METAL FINISHING AVAILABLE 

When the late Mr. Adolph Bregman 
passed away, one of the valuable col- 
lector’s items he left behind was an 
almost complete set of bound volumes 
of Metal Industry, which later became 


meas 


pv lu 
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(in 1940) Metal Finishing. 

Persons interested in buying this set 
of valuable plating and finishing lit- 
erature can contact Mrs. Adolph Breg- 
man at 123 William St.. New York, 
N.Y, 





NEW BOOKS 











Corrosion—Causes and 
Prevention 


By F. N. Speller. Pub. by McGraw- 
Hill Book Co., N. Y. C. Price $10.00. 
Third Edition, 696 pages, 64 x 9'4. 


This third edition contains new in- 
formation on Biological Influences on 
Corrosion, and methods for Cathodic 
Protection. In addition. 


much new 


1951 


material has been added on corrosion 

prevention This 

book is primarily a fundamental dis- 
} ) 


methods generally. 


cussion of the mechanism of corrosion 
as affected by various influences such 
as methods of production, composition, 
types of agents, The 
bulk of the material discusses methods 


corrosion etc. 
for preventing corrosion in various at- 
mospheres. 


Analysis of Electroplating 
and Related Solutions 

By K. E. Langford. Pub. by Electro- 
plating and Metal Finishing, 83/85 
Udney Park Rd., Teddington, Middle- 
sex, England. Price $8.00. 400 pages. 


This book presents a novel treatment 
of the subject of analytical chemical 
control of plating solutions. Under 
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Start Clean... 
Stay Clean! 


Smart boy! He makes sure no careless pigeon wastes the time, 
effort, and cash he spends on slicking up! With Red Label Darco 
S-51 to depend on, no smart plater will risk all the labor and 
expense of cleaning work for plating by putting the metal into 





a bath of questionable purity. 


Start clean .. 


pores the impurities that cause trouble in plating baths . 


_ stay clean! Red Label Darco 8-51 adsorbs in its 


.. takes 


them out of the bath before they can be deposited on the freshly 


cleaned surface of your work. 


Red Label Darco helps you save on scarce anode metals . 
you do a better job with thinner deposits . . 
Red Label Darco S-51 is especially treated 
for use in plating - 
bon that meets the benzol-mercury test! It 
is especially easy to handle . . 

. easy to make into a slurry. Place your 
ed Label Darco today. And don’t 
accept substitutes! — practically all sup- 
pliers carry Darco in stock. 


With clean metal... 
keep the Bath Clean 











el DARCO —_ 
REG.U.S.PAT.OFF. 


each metal, it lists the constituents that 
should be checked, the frequency with 
which it is necessary to check for good 
control of each constituent. and de- 
tailed methods specially selected for 
both the plater and the trained analy- 
tical chemist. Under each determina- 
tion the theory and limitations of the 
method are given, which is a definite 
help in training new laboratory tech- 
nicians, 


In addition to the usual metal pla- 


ting baths, analytical methods are 
given for alkaline cleaners, etching 


baths, pickling solutions, phosphate 
baths. plating chemicals, water, efflu- 


ents, and many others. Methods for 
plating solutions for alloy deposits. 


antimony, arsenic, bismuth, mangan- 
ese, palladium, platinum, tellurium, 
baths are included. 


and sulfamate 
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order for R 


.. helps 
. minimizes rejects. 


— the only activated car- 


. easy to wet 


> DARCO DEPARTMENT 
ATLAS POWDER COMPANY 


Darco General Sales Offices 


60 East 42nd Street, New York 17, N. Y. 


Methods for making and standardizing 
all reagents make up a complete sec- 
tion of the book, as well as a discus- 
sion of newer analytical techniques 
such as conductrometric, potentiome- 
tric, polarographic, chromatographic, 
and colorimetric methods. 


Electrodeposited Tin-Nickel 
Alloy Coatings 

By N. Parkinson. S. C. Britton, and 
R. M. Angles. 


This booklet is issued by the Tin 
Research Institute, and describes work 
the 
during the past two years. The 


laboratories 
first 
elec- 


done in Institute's 
part relates to the method of the 
trodeposition process and shows that 
the operating conditions are suffici- 
ently flexible to ensure good sound de- 
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posits in actual workshop practi: 
second part, dealing with the 
sion tests, puts forward an ex 
tion of the remarkable corrosi 
sistance of the alloy which cou 
he predicted from a knowledge 
of the corrosion resistance of { 
nickel separately. 

Copies of this booklet are ava 
without charge from Tin Resea) 
stitute, Inc., 492 West Sixth 
Columbus 1, Ohio, U.S.A. 


Electroplating—A Survey 
of Modern Practice 

By Samuel Field & A. Dudle 
Published by Pitman Pub. Corp.. 
15 St., N. Y. C. Price $6.00. 546 
5 x 71h. 


Weill, 
2 W. 


pages 


This is the sixth edition of this well 
known book, and contains much more 
information reflecting the rapid pro. 
gress made in electroplating practices 
during the past 5 years. 

However, many subjects of impo: 


lance are given slight treatment. not- | 


able amongst these being bright nickel | 


plating. Only the cobalt-type bright 
baths are covered. organic baths be- 


ing dismissed with a few lines of dis. | 


cussion. While this might have reflect 
ed the practice in England half a 


dozen years ago, it is no longer true. | 


and certainly does not reflect modern 
\merican practice. 


The author talks of mounting pla- 


ting tanks on wooden joists to avoid 


bottom corrosion, which is definitel\ 


passé, as well as underside heating of 7 


steel tanks for chrome plating. In dis- 


cussing heating methods, no mention 7 


at all is made of external heat ex 


changers. No mention is made either | 


of today’s popular practice of emul: 
sion cleaning, and the authors advise 


against electrocleaning of nickel plate 7 


before chrome plating. 
Testing of deposits is given rather 
shabby treatment. From reading the 


text one would gather that the Brinell | 
test is commonly used to measure the § 


hardness of plated coatings. Likewise 7 


the information the uses the 
Magnegage is not complete; it slates. 
for instance, that the 
used for magnetic coatings on 


magnetic base metals with no me! 


on 


instrumen 
non 
of the reverse conditions. No mention 
is made of diaphragms or P- 
niques. 

All in all, the book contains 
of useful information of a p! 
nature, especially on analytica 
thods for control, but it could hs 


lot 
al 


ly 
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he called a survey of modern practice. 
\s such it would not do justice to the 
veal!) of knowledge and advancement 
of modern British electroplating prac- 


tice. 


W. ALR. 
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aml 


frederick B. Stevens 
sells Exhibit Machine 





The decision by Frederic B. Stevens, 


Inc.. to stage an exhibit at the Na- 


tional Metal Exposition resulted in a 
direct sale off the floor of the huge 
‘evens Super “E” Barrel Plating and 
rocessing Machine which was on ex- 
hibition. 


The Stevens Super “E’—the largest 
exhibit—at- 
from 
crowds at the show. It is a larger ver- 
sion of the famed Stevens Model “C”. 


designed to supplement the smaller ma- 


piece of machinery on 


tracted considerable comment 


chine in installations requiring large 
processing of bulky parts. 
basically, the machine is a continuous 
wtating barrel-type machine which 
can be used for practically any metal 
inishing process. as well as cleaning 


and pickling. 


\olume 


The Super “E” is a standardized. 
but not standard-size unit. It can be 
ordered in any length or capacity 
within practical limits. 

While on exhibit. the Super “E” 
“as in continuous operation for the 
henefit of the more than 45.000 people 
‘ho attended the metal show. Only 
recently completed, the Super “E”” was 
‘town to the public for the first time 
at the metal show. The only previous 
lime anyone other than the Stevens 
igineering department had seen it 
Was in late September, when the unit 
was ntroduced to Stevens salesmen at 
heir semi-annual sales meeting. 
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QCTAGON ... far... 


Flectroplating Chemicals 


a dependable *° 


Nickel sulfate (imported) 
Potassium cyanide 
Cadmium oxide 
Zinc oxide (elect 


Potassium hy 


DPA Suspends 
Tin Stockpiling 


Immediate discontinuance of further 
stockpiling of tin has been announced 
by the Defense Production Admini- 
stration. 

At the same time it was announced 
that the National Production Author- 
ity will institute additional conserva- 
tion measures to reduce tin consump- 
tion. NPA will hold meetings with the 
appropriate Industry 
mittees to consider all possible meth- 


Advisory com- 


ods of conserving tin. 


All tin made 
available for industrial consumption. 


purchased will be 


DPA said. Contemplated conservation 
methods will be concentrated on ihe 


BYS 3 


roplating grade) 


droxide, ACS 


urce of supply --- 


Zine cyanide (imported) 


Cadmium ball anodes 


Chromic acid flakes 


Ammonium bicarbonate 


Sodium hydroxide, ACS 





use of tin plate, and tin for brass and 
bronze. 

These steps were disclosed in a letter 
written by DPA Administrator Manly 
Fleischmann to W. Stuart Symington, 
Chairman of the Reconstruction Fi- 
nance Corporation, and Jess Larson, 


Defense Mate- 


rials Procurement Agency. 


Administrator of the 


Ryman Appoints New 
Vice-President 


of Ellwood 


builders of 


Ryman Engineering Co., 
City, Pa.. designers and 
machines on which coated abrasives 
are used. announces the appointment 
of William D. Roberts as Vice-Presi- 


dent in charge of engineering and 
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Chicago. His familiarity with the » eta] ial 
working and metal finishing indy ‘ries er 
is being augmented with further tech. s 
nical and practical training in th De. ri: 
troit area under the direction of \\ yay. ant 
dotte Chemicals’ Research and JT): }yyj. Hl 
cal Service Departments. Mr. Kiefer | sea 
will headquarter at Wyandotte Chem. ail 
cals’ Chicago office. 4 re 
Williamsville Buff Appoints Burt 
| Ohio Representative Boar 
| 





ww 


out of brighter, finer zinc and cadmium plating at 
lower cost by not trying the new ARP Plating 
Brighteners in your own plant? If you've not tried 
them call in your Iridite field engineer today for 


test samples. Or, write direct to 


Aico Researcn Propucts 


INCORPORATED 
4004-06 E. MONUMENT STREET @e BALTIMORE 5,MD 








W. MacMaster, Jr. 











REPRESENTATIVES IN PRINCIPAL INDUSTRIAL CITIES; West Coast: 


Manufacturers of lridite Finishes 
for Corrosion Resistance and Paint Systems for Non-Ferrous Metals; ARP Plating Chemicals. 


research, effective November 15th. 
Roberts was formerly Project Engin- 
eer for H.H. Robertson Co.,  Pitts- 
burgh, Pa. 


Albert S. Kiefer Joins 
Wyandotte Chemicals 


Albert S. Kiefer recently joined the 
Chicago Sales and Service Staff of the 
Industrial. Railroad and Aircraft De- 
tergents Department of Wyandotte 
Chemicals Corp. Mr. Kiefer is a grad- 
uate chemical engineer, has done pilot 
plant work for Carnegie Steel and re- 
search and engineering for The Gird- 
ler Corp. During World War II he 
was a major, Ordnance Corps, special- 
izing in fuels and lubricants. Mr. 
Kiefer has recently done sales engin- 
eering for The Filter Paper Co., of 
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L. H. BUTCHER COMPANY 





Albert S. Kiefer 


METAL 


The Williamsville Buff Div. of The = 
Bullard Clark Co.. Danielson. Conn. siya 
has announced the appointment of a 
Wallace MacMaster, Jr. as their Di- ni " 
rect Sales and Service Engineer fo: mage 
the plating and polishing trade in the rh u 
Ohio area. ns 

Mr. MacMaster. who is a gradual geth 
of the University of Pittsburgh, served | narke' 
in the U. S. Navy in World War Il, at 
and makes his home in East Cleveland The 
O. astin 

irome 
Allied Research Establishes he was 
Two New Subsidiaries hicas 

Allied Research Products, Inc., 4\004- evela 
06 E. Monument St., Baltimore has | Vi 
announced the establishment o! two t Ha 
new subsidiary companies. unt 

The first, Allied Meta! Fir shing Thomp 
Corp., will assume responsibi‘ily fo! \ew ) 
the job shop metal finishing business Gj sau 
previously conducted by the paren! or turn 
ganization. Offices will be maintained W@ ated \ 
in the building owned by the paren! sing 
company and the sales and vil ipac 
staff will remain the same. a. 

The second subsidiary is cal! {i- jj Me | 
lied Research Sales Corp., anc w@s unhe 
established to handle the nationa! sales Ra 
of the Iridite metal finishes and ARP me 
plating chemicals. city 

The parent company, All: Re- HM tien, 

December, I MI 
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varc) Products, Inc., will continue to 
manu  cture both the Iridite and ARP 
comp ands and will engage in a con- 
jinuin program of new product re- 
gare) and development. 

H. .. Irvin, president of Allied Re- 
earc! Products, Inc., was elected 
presic cnt of both of the subsidiaries 
at rec ont stockholders meetings. 


Burr:an Appointed to 
Board of Cro-Plate 


Alan R. Burman 


\t a recent directors meeting, 
llan KR. Burman was appointed to the 
board of Directors and the position 
{ Vice-President of the Cro-Plate Co.., 
llartford, Conn. Mr. Burman will take 
iver the management of all sales activ- 
ties. including advertising and sales, 
gether with the development of new 
uarkets. He replaces the late T. L. 
brantly. Jr.. on the Board of Directors. 
The Cro-Plate Co. manufactures wet- 
lasting equipment and complete hard 
‘rome plating units. Sales offices for 
ie company are located in New York, 
hicago, Boston, Detroit, Los Angeles, 


eveland, St. Louis and Indianapolis. 
Mr. Burman, a native and resident 
{ Hartford, was formerly an ac- 
ount executive with the J. Walter 
thompson Advertising Agency in 
\ew York. During World War II he 
“W service as a Navy flier and after 
‘turning to Hartford became associ- 
aed with Cro-Plate, first in an adver- 
sing and then in a sales management 
pacity. 


Ray Ledford Joins 
‘unbeam Corp. 


Ray Ledford, President of the Chi- 
‘g0 branch of the A.E.S., and pub- 
cily chairman of the 1952 Conven- 
‘an. has recently taken a position with 
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LAKESLEE 


SOLVENT VAPOR 


EGREASERS 







Blakeslee Solvent Vapor Degreasers 
USE LESS SOLVENT because of the 


patented construction and opera- 
tional features. Metal parts are made 
chemically clean and dry in just a few 
seconds. Save time, labor, rejects with 
a Blakeslee Solvent Vapor Degreaser. 
A Blakeslee engineer-trained repre- 
sentative is available to solve your 
specific degreasing problems. 


G. S. BLAKESLEE & CO. 
1844 S. 52nd Avenue «+ Chicago 50, Illinois 


New York, N. Y. Toronto, Ont. 


the Sunbeam Corp., one of the world’s 
largest manufacturers of household ap- 
pliances. as Superintendent of Finish- 
ing. Ray was previously connected 
with the Hanson-Van Winkle-Munning 
Co. as a service engineer in the Chi- 
cago area. 

Ray is a graduate of Western Michi- 
gan College. Kalamazoo. His first pla- 
ting experience was gained with the 
Kalamazoo Plating Works. where he 
became general manager of their 
Battle Creek plant. He then worked 
for a year with Precision Products Co. 
as general manager before joining the 
H-VW-M Co. in 1943. 

He is a member of the A.S.T.M., 
Electrochemical Society, and Ameri- 
can Ordnance Society. as well as the 


A.E.S. 
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reclaim! 


by Illco-Way ionSchange 


@ Pure Chromic Acid can be recovered 
from your anodizing baths... plating and 
rinse waters can be reclaimed and 
recirculated ...easily, economically... 
with an ILLco-Way Chrome Purifier... 
newest of ILLCO-Way developments in 
ionXchange engineering. Write for full 
details about “Purification of Spent 
Chromic Acid Solution by ionXchange.” 





141 E. 44th St., New York City 





ILLINOIS WATER TREATMENT CO., 856-12 Cedar Street, Rockford, Illinois 








Topper Equip Co. The Topper Equipment Co. will oc- 
Purchases Optimus Assets cupy the same premises as did 
Topper Equipment Co. of Matawan, Optimus Equipment Co.. and most of 
\. J.. announces the purchase of Op- the same personnel will be retained 
timus Equipment Co. patents. trade to include administrative. cap creme, 
marks, manufacturing rights, sales sales, distribution and manufacturing 
rights, engineering drawings. as well personnel. Mr. Melville Morris, — 
as certain inventory and machinery erly President of the Optimus Equip- 
pertaining to the vapor degreasing  '™em! Company, will be President of 
business. This will include industrial lopper Equip. Co. 
vapor degreasers as well as automotive The Optimus Equipment Company. 
degreasers sold under the trad? name a subsid'ary of the Hanson-Van 
of Circo. formerly manufactured by Winkle-Munning Company 
the Circo Products Co. of Cleveland. wan, New Jersey. has 


The Topper Equipment Co. will 
maintain warehouse stocks of tri- 
chlorethylene and perchlorethylene de- 


greasing solvents in all major indus- Dr. FE. B. Gallaher. President, Clover 
trial areas. Vanufacturing Co.. Norwalk, 
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of Mata- 
discontinued 
Ohio. operations and will be dissolved. 


T. R. Treadwell Appointed 
Sales Manager of Clover 


FINISHING, Decemb 





announces that Mr. Theodore R 
Treadwell has been appointed sales 
manager of the company’s entire line 
of products, including both «ated 
abrasives and grinding and_ lapping 
compounds, 

A graduate of Rutgers University 
and the Harvard School of Business 
Administration, Mr. Treadwell has had 
considerable experience in the abra. 
sives industry. For several years he 
was associated with Divine Brothers 
Co., Utica, N. Y. as Chicago distrie 
representative. During World War II, 
Mr. Treadwell commanded a Nay 
sub-chaser operating in South Pacific 
waters. 





In making this announcement. Dr. 
Gallaher pointed out that Mr. ‘Tread. 
well’s appointment conforms to tly 


company’s present program of expand oy 
ing its facilities to meet the increasing oe 
demand for Clover products in th iad 
general industrial, automotive and Vichier 
hardware trades. He also stated that a Taher 
new building, providing 80,000 square fil 
feet of floor space, has just been com- “obea 
pleted, and when equipped will pro- ; ; 
vide the additional facilities made neq. 
cessary by the company’s business. ve 
Gerity-Michigan Appoints ce pre 
Two Executives Co. al 
Cleemann Withers has been elected ‘" ( 
vice president of Gerity-Michigan@. of 
Corp., leading electroplating compai The 
and a large producer of gear motor); se 
according to an announcement | wali 
James Gerity, Jr., president. Mr. With. hice 
ers will be in charge of the corpora- f the | 
tion’s Defense Division and the Engin- ap 
eering and Development Division an C} 


will make his headquarters at the oj) | 


eH, } 


acturer 

























ganizations) main offices in Adria 
Mich. He is a graduate of the Ll.» 
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Detroit 
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ific 

Dr 

al. J. J. Krez 

th \aval Academy, Class of 1917, and 

<i eeived in 1924 an M.S. Degree in 

sing gineering upon completion of post- 

the gaduate work, Prior to joining Gerity- 

“Bi\ichigan Corp. last December, Mr. 

MCR Vithers was an officer of nationally 

“BB own corporations, He formerly was 

ha asurer Of Sperry Gyroscope Co.. 

ae vice president of The Sperry 

‘ (orp.: executive vice president of 

“ nited Aircraft and Products, Inc.: 
ce president of Gray Manufacturing 
(.: and secretary of Curtiss-Wright 

Bip. 

- Mr. Gerity also announced the elec- 

"BB in of John J. Krez as vice president 

= {Janette Electric Manufacturing Co.., 

a thiceago. wholly-owned gear motor 

Vik, inufacturing subsidiary of Gerity- 

a lichigan Corp. Mr. Krez. a director 

~ ithe parent company, is also chair- 

hae in and treasurer of the Paul J. Krez 

ea Chicago, insulation contractors. 

f da director and vice president of 

iv ne H. M. Gousha Co.. Chicago. manu- 


turers of road maps. 


Donald A. King Joins Pennsalt’s 
letroit Sales Staff 


Donald A. King has joined Pennsyl- 
ina Salt Manufacturing Co.'s sales- 
¥rvice organization in the industrial 
iemicals department, it was an- 
ounced by Donald _Macfarlan, Jr.. 


istrict sales manager. 







Mr. King will make his headquar- 





tts at the company’s sales office in 






betroit and has been assigned to ihe 
trritory in that area, 

\ native of River Rouge. Mich.. he 
*a vraduate of Michigan State Col- 
ge, where he earned his B.S. degree 
N chemistry. He is a member of the 
\merican Water Works 


‘Ma lives in Wyandotte. 









Association. 
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UNIFORM 
FINISH 


FASTER 
PLATING 


ALL SHAPES 
AND SIZES 


Here are the basic tools for real craftsmanship in electro- 
plating. Available in a full range of shapes and sizes, 
Hussey Pure Copper Anodes assure uniform finish and 


fast, dependable plating. 


OUR 103rd YEAR 


Cc. G. HUSSEY & COMPANY 


(Division of Copper Range Co.) 


ROLLING MILLS AND GENERAL OFFICES, PITTSBURGH 


19, PA. 


7 Convenient Warehouses to serve you promptly ! 


PITTSBURGH 
CLEVELAND 


2850 Second Avenue 

5318 St. Clair Avenue 

. 140 Sixth Avenue 
CINCINNATI..... 


American Chemical Paint Starts 
Protective Finishes Research 
Program 

American Chemical Paint Co., Amb- 
ler, Pa., announces that it has recently 
undertaken a research program under 
contract with the Office of the Quarter- 
master General, Washington, D. C. 

The scope of the program will be 
the investigation and development of 
pre-paint treatments and final chemi- 
cal treatments of metal surfaces. for 
the protective finishing of designated 
(Juartermaster articles of supply. The 
items to be studied include metal con- 
tainers and equipment hardware. 

Harry 


Chemical Paint Co.. is conducting ihe 


Faigen, of the American 


195] 








CHICAGO. 3900 N. Elston Avenue 

ST. LOUIS... ..1620 Delmar Boulevard 

PHILADELPHIA. 1632 Fairmount Avenue 
424 Commercial Square 


studies and the operations of the lab- 
established for this 
ment project. From the Office of The 


oratory govern- 
(Quartermaster General. Joseph P. Ur- 


banek, Chemical-Plasiics Branch. Re- 
search & Development Division, is ad- 
ministering the technical phases of the 


work. 


Udylite Exhibits 
Full Automatics 
National Metal Ex- 
treated to an exhibit 
of metal finish ng with “No Hands” 


staged by the Udylite Corp.. of Detroit. 


Visitors to the 


position were 


The exhibit. under direction of John 
Davis. Udylite’s Chief Engineer. con- 
Full Automatic 


sisted of a Junior 
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Vonnegut Moulder Appoint: wor 
Chief Engineer ciali 
% ; app! 
TUMBLING BARRE’ The Vonnegut Moulder Cory — |p. 
. . . F C . 
fp dianapolis, Ind., has appointed () iver sali 
R EVE RY PURPOSE S. DeHaven to re-assume the «ities 7 * 
tO . of Chief Engineer after an abser. > of Vi 
four years. lust 
‘ qus 
Mr. DeHaven served as Chief En. 7 nem 
gineer for the Vonnegut Corp. from © xp 
. Bie 
Yes . . . Henderson can supply you 1941 to 1948, and directed the re. § Ir 
with tumbling equipment in a variety search and experimental work on @ ‘on 
of sizes, shapes and materials for prac- Vonnegut products iF 
tically every tumbling requirement. The c : | a also 
Nearly three quarters of a century in Pe a “§ a? renee that om in th 
designing and manufacturing tumbling Eric Lindenborg has joined its engin. 9 hous 
barrels for the GRINDING, BUR- eering division. Mr. Lindenborg will Bact 
NISHING, POLISHING and CLEAN- be in charge of demonstrations and 7@ 4 
ING of metal stampings, balls, bearing —— T ia 
nie ; 2 pthc experiments related to Vonnegut 7 
races, forgings, small castings, screw rae es : ” ; , 
machine products, jewelry, wire forms grinding and polishing equipment. 9g Hill 
and small metal parts. Tilting type Vonnegut products include the well. 9 for 
— of Steel, Wood or Alloy Metal known Marschke line of floor stand, 
: orleontas type Derrele C6 Game  ites Tilting pedestal and swing frame grinders and 
iron or Cast Steel. Wood or rubber Oblique Tumbl r Dessada Maule ‘hs 
lined in all Models. Also. special que Tumbling Barrel. Vonnegut Brush-t ac ed polishing 
barrels for plastics. | heads which are designed for finish. 





| ing and polishing jobs—particularl 
| those involving work on irregular sur- 





If your requirements | faces—in the woodworking and metal- 
call for faster produc- | working industries. 
tion and finer quality | ; 
: = ~ i 
at lower cost or if Platers Supply Co. Moves to 4 
you require Tumbling | New Buildin 
Barrels of special de- 8 


sign, our Development As a result of their development 
and Engineering Ser- 


vice will be glad to an st toll Sh Ni cal ake : 
make recommende- ne., of Indianapolis have moved to a 


tions. new building at 231] Valley Ave., /nd. © 
Two-compartment wood- = Py 
lined Burnishing Barrel. | Their former place of business was at 
849 Massachusetts Ave. Larger storage 
areas and direct railroad siding are 
features of the new plant. The firm 
carries a complete line of equipment 








and expansion, the Platers Supply Co., © 


Write for further information. 





Since 1880 - Designers and Builders of Tumbling Barrel Equipment 








and supplies for the metal finishing Jul 

THE HENDERSON BROS. COMPANY nods = 

135 SOUTH LEONARD ST. WATERBURY 85, CONN. Mr Edward Bruck is president of ing F 

the firm, and Robert Bruck is Secre- at Ne 

——___—__—— --— tary-Treasurer. Both these men are are 

hooked up to the new Udylite Auto- — ally. The Junior Automatic then took active in the affairs of the Indianapolis we 

matic Loader, Unloader and Conveyor. — the racks through the entire plating Branch of the A.E.S. nd S 
Visitors were shown how the revolu- cycle and returned them to the Auto-  Raduns Joins Florida ; 

tionary loading device took racks of — matic Loader, Unloader and Conveyor Plating Supply Firm Notes 

parts to be plated from the conveyor, | which removed the racks and replaced mace ge a SM 7 The | 

conveyed them to the machine and — them on their original hangars. The Roger C. Raduns, oe om per 7 Ar 

place them on the machines automatic- entire operation was automatic with —)€@FS Supervisor of laundry sales an Ben 


service for Diamond Alkali Co., Uleve- 
land. O.. has joined the /nd rial 
Chemical & Supply Company, 1 ampe. 
Fla.. according to an announcement) 
made today by Walter E. 5 h 
owner of the firm. 

In his new post, Mr. Radu: 
In addition to the completely auto- —¢omes a co-owner of the compa! 


no manual handling required. troche 

Proof of the effectiveness of the 
showing can be found in the fact that 
the unit was sold to Howard Plating 
Corp., Royal Oak, Mich., the first day 


of the show. 





ESE OREO i, 2 


matic operation, Udylite showed the Schlichte said, and will co-ordin 
latest model of its new barrel plater increasing management, admi 
with a Lucite plating cylinder and tive, and merchandising activi! 
there was a small-size Udylite Rotary The company represents 4 
Full Automatic in operation. of leading manufacturers as @ 
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ytor in Central Florida of their spe- 
ciali: ed products for various industrial 
app! ations. Among others, these in- 
cud) detergents, soaps, custom-com- 
pour led cleaners, and allied chemicals 
for | .e paint and plating fields. 

VM. Raduns brings with him to In- 
dustrial Chemical & Supply Company 
more than two decades of continuous 
experience and specialized knowledge. 

In announcing Mr. Raduns’ associa- 
tion with the company, Mr. Schlichte 
also reported that the firm is presently 
in the process of expanding its ware- 
house facilities and enlarging its prod- 
uct lines to better meet the growing 
industrial needs of Central Florida. 


Hill New Southern Manager 
for Metco 


J. H. Nill 


Julius H. Nill has been appointed 
southern regional manager, Metalliz- 
ng Engineering Co., Inc. with offices 
at New Orleans, La. He has been con- 
nected with the firm since 1945. Prior 
to) his new appointment he was Field 
tngineer, handling sales in the Middle 
uid Southern Atlantic states. 


Noted Duteh Plater Visits 
The United States 


\ recent visitor to Metal Finishing’s 
ilice was Mr. P. Baeyens, noted elec- 
trochemist from Holland. Mr. Baeyens 
: in charge of all electroplating re- 
varch for Phillips Gloeilampen Fabri- 
‘en, a world-famous electrical manu- 
acturing concern employing over 80.- 
\) people, and having plants through- 
it the world. 

Mr. Baeyens is well known for his 


B elects plating research both here and 


throad. He is on an extended business 
‘rip in the States and is expected to 
te here until the middle of December. 
METAL FINISHING, 
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270 MADISON AVENUE, 


MUTUAL 
CHEMICAL 


COMPANY 
OF 
AMERICA 


Naw Veen 16, N. Y. 
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Library Research Facilities 
Offered to Industry 

Any worthwhile research project 
usually starts out with a thorough and 
painstaking search of existing litera- 
ture. Realizing that many 
staffs are either insufficiently manned 
or too pressed for time to do the ne- 
cessary library John 
Crerar Library, one of the world’s 
outstanding technical and scientific li- 
offered its 
such research of the literature. Com- 


research 


research, the 


braries. has services for 


munications should be addressed to 
Mr. H. H. Henkle, Librarian. Jehn 
Crerar Library, 86 E. Randolph St.. 
Chicago 1, Ill. 

NPA Takes Steps for Regulation 
Of All U. S. Lead 


Plans to put the Nation’s entire lead 


1951 


supply—domestic, imported and scrap 
under complete regulation as soon 

as possible have been announced by 

the National Production Authority. 

Domestic soft primary pig lead, 
which comprises approximately one- 
third of the total supply, has been 
under regulation since Sept. 1. 

Lead imports, which also amount to 
about one-third of the supply, will be 
regulated, effective Jan. 1. 

Plans now being studied for the 
regulation of scrap lead will be put 
into operation as soon as possible. 


Six Wyandotte Chemicals 
Men Join 25 Year Group 


Six more Wyandotte Chemicals 
sales and service supervisors were re- 


cently awarded gold watches for com- 
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wih GLOBE 


Direct Motor Drive 


TILTING 
TUMBLING 
BARRELS 


Process thousands of pieces at 
one time—faster, better and atlower 
cost—with Globe Precision Tum- 
bling Barrels, dependable for 47 
years. Globe’s exclusive six-way 
work shifting motion cuts tum- 
bling time and increases action. 
Speeds as low as 30 revolutions 
per minute assure finer finishes of 
non-ferrous metal parts. Motor is 
compactly mounted above the 
gear segment for space economy. 
































Available in 
Kiln-Dried Maple 
or Steel Shells 
Free Experimental Service 
Hupp’s Experimental Engineering 
Laboratory can show you how tocut 
finishing costs. Just send samples 
of the parts to be processed along 
with a finished part. Write today! 
There’s no charge or obligation. 


Hupp Manufactures a 
‘ Complete Line of Tumbling Barrels 
and De-Burring Machines. 


aN 
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pleting 25 years of service. Th 


men 


and their wives were honored 


uests 
at a banquet at Wyandotte, \J . 
tended by over 600 people. 

Shown (left to right) are: S: ated 

J. P. Young, Columbus; F. 4. Vago. 4 
Kercher, Grand Rapids: J. L. }f orih.4 
Baltimore and J. F. Pieper, Omaha 
Standing—Tom McCormick, manager 4 
Detroit: Fred Tholen, assistant « neral ’ 
sales manager: Robert L. Reeves. sey. | 
eral manager, J. B. Ford Division and P 


H. E. Moyer, Philadelphia. : 

Two of this group. Mr. Macker her : 
and Mr. Moyer, recently retired under | 
the company’s pension plan. 
the 
years, awarded 1,689 watches. At pres. 4 


Wyandotte Chemicals has. over 


ent, 1.014 employees. still in active] 





service proudly wear their 25-year] 
watches. 
: _ on a 
News from California 
By Fred A. Herr 











Among plating in- 9 
dustry leaders who 
visited California i) 
November were: 

John F. 


vice-president and] 


Slefen. 


general manager. /.9 
J. Siefen Co.. De 
troit, Mich., manu 
facturers of buffing. 





polishing and deburring compounds 

He held business conferences in Los] 
Angeles and San Francisco. While Mi 

Siefen’s schedule allowed him only af 
total of four days in those two cities.§ 
he managed to attend the November§ 
meeting of Los Angeles A.E.S. Branch] 
with O. J. Jacobsen. the firm’s Soutl4 
ern California represeniative. 4 

G. E. 


treasurer of Crown Rheostat & Supply 


Huenerfauth, president and 
Company. Chicago, who devoted ten} 
days to business conferences on thi : 
West Coast. ; 

C. Edward Smith, president. Merci!§ 
Plating Equipment Co. and B. Ver a 
& Sons Plating Co., Chicago. who 
made his first visit to Southern Cali-§ 


a 


fornia in November along with Clydeq 
Kelley, electrochemist for the firm.§ 
Both the November A.E.5.J 


attended : 
meeting in Los Angeles at which 


Mra 


Kelley spoke on barrel plating matters. 
-” a 


L. H. Butcher Co., Los Angeles 


which serves the Pacific Coast tings 
industry through branch offi and 


warehouses in San Francisco. 
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\\as'.. Portland, Ore., and Salt Lake 
city. Utah, has expanded its line of 
yrod icts by taking on the West Coast 
istr butorship for  Grieve-Hendry 
(omoany of Chicago, manufacturers 
f portable electric ovens for the pla- 
, ind related metal finishing indus- 


Furl Coffin has sold the Palace Pla- 
ne Co., 710 East 29th Street Los 
\ngeles. a general job shop which 
he has owned and operated for 25 


lhe new owners are Raymond Diaz, 
one of the shop’s crew under Coffin, 
nd Clifford Pierce, a new-comer to 
plating. Palace Plating Co., was estab- 
ished in the early 1920’s by a Mrs. 
Hanson of San Francisco. She chose 
the name “Palace” for the shop be- 
suse she had previously operated 

small plating room in the basement of 
the Palace Hotel in San Francisco in 
which the hotel’s silverware and cut- 
ery was repaired and polished. F. V. 
King, A. M. Lewis and Edward Conk- 
n were subsequent owners of the 
siop before Mr. Coffin acquired sole 
wnership in 1926. Mr. Coffin’s future 


lans have not been announced. 


Los Angeles Job Plating 
lirm Expands 

Wr. Gene Neil. President of Gene's 
Plating Works. has announced the 
onstruction of new plant in con- 
inction with the present facilities at 
198 East 14th Street. Los Angeles. 
this expansion has been due to the in- 
reased demand now being placed on 
he company for aircraft plating. One 
{the main features of the new build- 
ug will be a complete barrel plating 
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specifi icdtion 


GOVERNMENT 
SPECIFICATIONS 
97-0-2C Type 3 






Specification 

AMS 2485 
and all other specifi- 
\ cations calling for g 


black Oxide finish. 
\ 









Easily blackens heat treated 
parts. 


One bath! One salt! 

Lower operating temperature. 
Self rectifying. 

Faster blackening cycle.. 


More corrosion resistant. 
Write for Bulletin MB-3 


Send items of your own manufacture for sample processing. 


THE MITCHELL-BRADFORD CHEMICAL CO. 
2446C Main St. Stratford, Connecticut 


Sales and Technical Service also available 
at our Chicago office: 7001 North Clark. 
Representatives in all leading cities. 









and ball burnishing set-up with an 
overhead monorail system for Zine, 
Cadmium. and Nickel plating. 


Wesley Block. Jr.. president of Rich- 
ardson-Allen Corp.. was on the West 
Coast for a three weeks business and 
pleasure trip during the tag end of 
October and parts of November. Ac- 
companied by Mrs. Block. he stopped 
for a business visit in Chicago. and 
then came to Los Angeles on the 








Super Chief, arriving at Los Angeles 
on October 29. In Los Angeles he 
conferred with the Richardson-Allen 
representative, and with various mem- 
hers of both the electroplating and the 
electrical industry. After stops in San 
Francisco. Portland and Seattle. they 
returned to the east. 
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The Coming Year e 
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Here are today’s best 


PLATING METHODS AND PROCESSES 


Here are the 





scientific principles, practical methods, up-to-date 
formulas, processes and sugyestions that will be invaluable to everyone 
concerned with electroplating and electrotyping. The most efficient 
modern methods of putting electrodeposits on more than 40 different 
metals, alloys and plastics are summarized completely in this thoroughly 
revised and enlarged book. You also get simple explanations of prin- 
ciples of electrochemistry and physics that underlie plating processes, 
and of recent developments in electrodeposition procedures and products. 


PRINCIPLES OF 
ELECTROPLATING AND ELECTROFORMING 


By WILLIAM BLUM 
Chemist, U. S. Bureau of Standards 
and GEORGE HOGABOOM 
Consultant 


This text gives a thorough treatment of such basic topics as 
against tarnish, corrosion, wear; qualitative, quantitative analyses of solu- 
tions; pickling, dipping; electropolishing; electroforming; electrotyping ; 
reproducing phonograph record matrices, manufacturing tubes, etc. 


protection 


Revised 1949 Edition 
455 pp., 6x 9 
illus., $6.00 


Order from: 
FINISHING PUBLICATIONS, INC., 11 W. 42nd St., New York 18, N. Y. 
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Better Electroplating on © j¢¢| 


Oakite Products, Inc., Dep ur 


i18 Thames St., New York 6,.\ y. 


This firm, manufacturers of special. | 
ized cleaning and allied materials. 9 
have announced the publication of q | 


28-page illustrated booklet, © Foy; 
Good Steps Toward Better Eleciropla. 


ting on Steel,” giving specific recom. 4 
mendations for effecting improvements 
in the average cycle for cleanin; 


before electroplating. 
The booklet lists in detail the bene. 


fits to be gained by: (1) precleaning | 


more thoroughly 


nomically and more effectively when 


the heavy oils and greases are re. 


moved by precleaning; (2) 
more thoroughly 
rinsing is the recognized cause of a 
large portion of plating difficulties: 
(3) using reverse current cleaning 
for all electrocleaning of  steel—_be 
cause it does a more thorough job of 
removing a variety of films that ar 
unfavorable to the adhesion of electro 
deposited metals; and (4) using ai 
efficient that 
high conductivity, superior smut re 


electrocleaner provides 
moval, long solution life and other ad- 
vantages. 

Also of interest to platers are the 
answers presented in the booklet to 
such questions as: How can cleaning 
costs be reduced 33% while plating 
quality is being improved? What ar 
four easy ways to improve the aver- 
age rinse tank? What rinsing fau! 
invites trouble in the plating of high 


carbon steel ? How can an ordinar\ 


; 


electrocleaning cycle be transform 
into an exceptionally good cycle? ( 
ies are available by writing. 


Corrosion-Resistant Plastic 
Linings 
Van Dorn Iron Works, Dept. I 
2685 E. 79 St., Cleveland 4, O. 
A recently issued catalogue lis! 
and 
their line of unplasticised pol) 


various types applications to! 


sold unde: 


This m 


chloride materials, 


name of “Lucoflex.” 
which shows unusual resistance ull 
types of corrosive solutions at 
paratively high temperatures, is )°!Ng 
widely used in the chemical an: 


troplating industries for holding 
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steel q 


because the elec. J 
trocleaning tank operates more eco- 7 


rinsing @ 
because inadequate | 
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ly cc rosive materials. The material is 
avai ble as tanks and linings, sheet 
for { bricating into ducts and cabinets, 
bolts and nuts, and valves and piping 
of a wide variety of sizes and types. 

(pies of this bulletin are avail- 
able from the above firm by writing 
on company letterhead. 


jantalum Heat Exchangers 


United Chromium, Inc., Dept. MF, 
100 F, 42 St., New York 17, N. Y. 


\ recent publication by this firm 
illustrates and describes their new tant- 
alum metal heating coils and heat ex- 
changers for heating highly acid chem- 
val solutions. Tantalum possesses re- 
markable resistance to concentrated 
and oxidizing acids, and will give ex- 
iaordinary life as compared to other 
heating methods. Standard units for 
tank heating are available, as well as 
yecially engineered eXx- 
for special applications. 
\rite to the above address for further 


coils and 


changers 


tails and copies of the above litera- 


ture. 


Polishing and Buffing 
with Brushes 


Osborn Mfg. Co., Dept. MF, 5401 
lamilton Ave., Cleveland 14, O. 


lhe many applications of tampico 
tushes for industrial polishing and 
illing of metals is described in a re- 
ent publication of the above firm. 
What be accomplished 
how it is 


can with 
and done most 
vonomically, is fully described and 
lustrated. One of the major uses is 


brushes, 


‘or smoothing steel base metal, blend- 
ig in the deep lines and scratches left 
‘rom the coarse polishing operations. 
eal surfaces for subsequent electro- 
lating are produced in this manner. 
\number of actual industrial applica- 
ns are shown. Copies of this in- 
‘rmative booklet may be obtained by 
iting on company letterhead to the 
ove address. 


Dipping Baskets 
Rolock, lne., Dept. MF, Fair field, 
man 
this firm offers a new catalog, No. 
which contains descriptions and 
wotographs of 75 custom-built fabri- 
led alloy baskets, crates, racks, re- 


s. trays, muffles, fixtures, ete. 
Featured is Rolock’s new “Serpen- 
~ Grid (patent applied for) ... a 
‘uly articulated design developed to 
ie need for a grid that will re- 
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CUT FASTER, 


K onp-crie Polishing Wheel 
Cement, laboratory-controlled 
through every step of production, 
will arrive at your plant ready for 
use! Viscosity is constant, regardless 
of normal temperature variations and 
the cement can be applied directly 
from the container .. . without mix- 
ing or heating. Kold-Grip is clean, 
odorless and very easy to handle. 
Coarse or fine-grain abrasives set up 
right for fast cutting efficiency. Sub- 
stantial savings are effected through 
longer over-all wheel life, fewer set- 
ups and reduced wheel inventory. 
Wheels dry rapidly, are unaffected 
by humidity changes, and may be 
stored in any convenient plant area. 


-KOLD-GRIP 


LAST LONGER 


<> j 
[és is 


POLISHING WHEEL CEMENT 


- _ 
ae’ 
= 


Let our polishing engineer demon- 
strate Kold-Grip for you, or send for 
free sample, telling us the metal to 
be polished, grain sizes to be used, 
and drying facilities available. We 
can help you if we hear from you. 


CHEMICAL COMPANY 


8074 Military 
Detroit 4, Mich. 








COMING EVENTS OF THE A.E.S. 


Newark Branch 


Educational Session - December 14 
Christmas Party - December 15 


Hotel Robert Treat 


Newark, N. J. 


Chicago Branch 
Annual Educational Session and Banquet 
January 26 


Conrad Hilton Hotel 


Chicago, Ill. 


New York Branch 
Annual Educational Session and Banquet 
February 16 


Statler Hotel 


New York, N. Y. 


Boston Branch 
Annual Educational Session and Banquet 


April 19 


Statler Hotel 


Boston, Mass. 
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lain its shape in high temperature 
heat treating operations yet be light 
in construction, reasonable in cost. It 
may be used as a brazing tray. or. 
with superstructures added. as a fur- 


basket for 


quenching, ete. 


nace annealing. pickling. 

Drop-bottom baskets. pit type stack- 
ing baskets, nesting and lift post as- 
semblies of heat and corrosion resist- 
ant alloys complete a line for use in 
dry heat (horizontal and vertical fur- 
naces) and salt bath operations. Copy 


of catalog on request. 
Packaging War Materials 
Vox-Rust Chemical Co., Dept. MF, 
2183 S. Halsted St.. Chicago 8. Ill. 
\ folder just issued by this firm 


gives a comprehensive chart showing 
the various packaging specifications of 


military procurement agencies, and 
how. each specification can be met 


with a Nox-Rust material. A descrip- 
tion of the value and protection of 
each method is given, as well as typical 
uses. Physical properties and methods 
of application are described in detail. 
Copies of this helpful folder may be 
obtained by writing to the above ad- 


dress, 


2 


le, ~ your soludions 
| 4 1 90 0times 









° Ideal for both continuous 
and periodic filtration. 

* Corrosion proof stainless 
steel construction. 

® No loss of expensive solutions; 
crystal clear filtration. 


¢ High temp. filter cylinders—transparent lucite 


or stainless steel. 


¢ Capacity 50-100 gals./hr.; simple operation. 


Write today for descriptive literature 


SETHCO 





100 


ELIMINATES PITTING 
ROUGH DEPOSITS 


105-05 150th St., 


JAMAICA 4, N. Y. 


Metal-Working Defense 
Production 


E. F. Houghton & Co., Dept. MF, 
303 W. Lehigh Ave., Philadelphia 33, 
Pa. 


A factual 52-page booklet based on 
defense production experience gained 
from World War II, and supplemented 
with latest manufacturing and proces- 
sing techniques is being released by 
the above firm, manufacturers of metal 
processing aids, industrial lubricants 
and packings. 

Entitled “Defense Production Data 
from the Houghton Line,” this pro- 
illustrated booklet the 
heat treating and metal working op- 


fusely covers 
erations involved in producing shells, 
rockets. 
parts, tank parts and other defense 


guns, ammunition. aircraft 
items. The publication has been de- 
signed as a guide for metal working 
plants which are now switching from 
consumer or industrial production to 
defense production, Plants entering de- 
fense work for the first time or with 
inexperienced personnel will especially 
benefit from this record of vital ex- 
perience. 


Concise yet complete, this defense 






production data booklet explain. yan, 


manufacturing steps in accurate | otajj. ay 
Heat treating set-ups and que hing 
systems designed for particular ppj. 
cations are described, along wit! per: | \ 
ational procedures to provide jayj. Bur 
mum production. Other topics fully : ava 
covered are drawing operation. jp. pho 
cluding the new cold extrusicy of @ be 
steel, machining. metal cleaning and @@ Pri! 
rust preventives. 9 
Because of the limited supply. dis. 
tribution of the informative bookle 7 : 
is restricted to metal working plants @ “Y , 
filling defense orders. _ 
Karbate Pipe and Fittings im 
National Carbon Div., Union Car. W@ pullet 
hide and Carbon Co., Dept. MF, 30 @ The | 
E. 42 St., New York 17, N. Y. type ] 
Catalogue section 5-7000 features a 7 pies 
complete line of pipe and fittings made 7 sh 
of Karbate material for special corro. 4 am 
sion resistance applications. Charts of Wy jors 
resistance to industrial chemicals are q ale 
given, as well as detailed specifications Wy, eo 
of a wide range of styles and sizes of 7 


pipe. nipples, bushings, nozzles. con- 
nectors, flanged connectors, and many 
instructions are 


others. Installation 
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MOTOR GENERATORS 








e REVERSING 


4539 HAMILTON AVE. * 


O]UMBIA 





ELECTROPLATING 
ANODIZING 
ELECTROCLEANING 
ELECTROPOLISHING 
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e TONG TEST 
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Write for Descriptive Bulletins 


COLUMBIA ELECTRIC MFG. CO. 


CLEVELAND 14, OH!O 
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iven. Free copies of this bulletin 
ay ve obtained from the above firm. 


cifications of the model 43 Liquamatte, 


are available by writing on firm letter- 


il. including dimensions. are completely head to the above address. 
, - . . resented. Two cut-away views are in- : -: 
ig Self-Siphoning Traps ; ae pH And Conductivity Recorders 
> c ea, one sno e € con- = 
li luded, one showing the inner con ial 
are — a) , and Controllers 
~. \ recent publication of the National struction of the entire machine and the 
‘i. Burrau of Standards, Report 126, is other showing the pump in position. Vinneapolis - Honeywell Regulator 
ly Maa ible which describes the self-si- This type of pump is claimed to be Co., Dept. MF, Wayne & Windrim 
y. My phonage of fixture traps. Copies may = a new development in wet blasting lves., Phila, 44, Pa. 
of Mg be obtained from the U. S. Gov't. equipment to eliminate leakage from hiiaieniiilieaiantiiinel comes H 
: . P : : -w 40-page catalog covering p 
nd Wy Printing Office at 20 cents per copy. glands and plugging of the impeller. sh ql 6 I 
d . = i Sos : 7 (hydrogen ion concentration), oxida- 
7 . . s s eliminates suction piping, — . . 
Wet Blasting Machine 7 popes ates suction Piping. —tion-reduction potential, and_electro- 
be ; . —_ and it can be removed without drain- Seti. ansmeiiaiatiied wanes Fe , 
| {merican Wheelabrator and Equip- ing the hopper FS COREY CONS ap so-cae 
. ment Corp., Dept. MF, 555 S. Byrkit a f ee ee information on equipment for these 
nie . } e CO of this e ay . a, ee ee, ee a 
it 3: Mishawaka. Ind. en Oe ee may vital process variables. The catalog 
obtained by writing. is an extensive revision of a previous 
\{ new machine for wet abrasive Polvethyl iBieited catalog and includes new information 
a soe Oe sia e ene Containers anc 
blasting is described in a four-page oy "a “1 on latest designs of pH electrodes and 
: 1 Sk ad es  f. onstruction as 
ar- WM pulletin just published by this firm. conductivity cells. Included are funda- 
30 Wi The Liquamatte, which uses a vertical- American Agile Corp., Dept. MF. mental operating principles, descrip- 
type pump for slurry recirculation and 5806 Hough Ave.. Cleveland 3, O. tions of necesaried ovetenie. ond de 
. . —  "e- -e 
i compressed ait for propelling the \ recent bulletin issued by this firm [ils of components, as well as numer- 
\ @ surry at the work. is intended for all x5 : ous typical applications. Copies ar 
> a : . P F ss : ee ae > ari < 2< lars 1S \ ‘¢ re re s. .O “Ss are 
de Gt eaning applications in chemical and illustrates the various bottles. jars. eae + ape nanan as liga 
0. i : A : hie. ’ a sa ; available on request to e above ad- 
> etal-working industries where close buckets, valves, piping. fume hoods, " | : 
of GM lerances must be maintained or _ plating barrels, and tank liners made  T®**- 
are where the breakdown of sharp edges of polyethylene which they can supply. Vacuum Processing Systems 
ms corners must be avoided. The outstanding corrosion resistance PF. J. Stokes Machine Co, Digs MP 
of The various features characterizing | of this material makes it valuable for = _- >, ' cad ced entens aid 
I aithine pO eee seriaing tine = Hiabapninrall: 300 Tabor Road, Philadelphia 20, Pa 
on- his newly-designed machine are thor- many industrial corrosion-resisting 
in ughly explained by photographs as applications, including the handling The above company has published 





ell as engineering drawings. The spe- 







- VALVES 
. STICK? 


Q 


Problem Can 
be Licked 
& lectrofil, 


Recommended where 
ordinary lubrication is 


and transferral of plating baths. Copies 






a new brochure on complete vacuum 


Commemorating our 60th Anniversary 


S THE POWERS REGULATOR COMPANY 


New Factory and General Office Building: 3400 Oakton Street, Skokie, Ill. 


World’s Most Modern Factory Producing 
Automatic Temperature and Humidity Control 


. . to meet the greatly increased demand for Powers products and 






eed Gilemeote deve te to give you better controls, better deliveries and better values 


temperature, solvents, 

accessibility, etc. 

Electrofilm S. F. L. “dry” lubrication takes up where ordinary 
methods are not practical—for valves, couplings, pumps, gears, 
hinges, ete. Electrofilm also has excellent oil retention qualities to 
provide additional lubrication for gas engines, electric motors, etc. 

Used by 

U.S. Navy, Army Air Force, Atomic Energy Commission, Aircraft 
Mfgrs., Automobile Mfgrs., Refineries and hundreds of nation- 
ally known industries. 


Job Shop Facilities to 


Serve You in Principal Cities ... these advantages are possible with our large new plant and modern 


production facilities. With an enlarged engineering and production staff, 
plus 60 years experience in heating, ventilat- 








ing, air conditioning and process control, 
we believe we can be of greater 
service than ever before to ‘ 

our many friends who have awe 
contributed to our success a 





eee ---------- + \ 

WILLIAM PENN POWERS ' 
. with his invention of the first all pneumatic \ 

system of temperature control and gradual acting =z 

vapor disc thermostat made an invaluable contribu- 

tion to the modern science of heating, air conditioning 

and industrial process control. 











CORP. 


76 Laurel Canyon Blvd No. Hollywood, Cal 





Offices in Over 50 Cities. See Your Phone Book. 
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processing systems. The 12-page cata- 


long describes, pictures and _ gives 
complete specification tables of many 
types of vacuum equipment widely 
used in industrial processes, in private 
and government laboratories, and in 
schools and universities throughout the 


world. 


These include: rotary and rotating 


vacuum dryers, vacuum metallizing 
equipment, vacuum shelf dryers, 
freeze-drying equipment, impregna- 


tors, extraction and solvent recovery 
apparatus, and vacuum pumps. 

A copy of the new publication, Cata- 
log No. 715, “Complete Vacuum Pro- 
cessing Systems,” is available by writ- 


ing. 
Airless Rotoblast Room 


Pangborn Corporation, Dept. MF, 
Hagerstown, Md. 


The above firm announces a new 
four-page, two-color, 8 x 10-inch bro- 
chure on its Airless Rotoblast Room. 
The Airless Rotoblast Room is a com- 
pletely enclosed chamber in which 
large castings are cleaned by streams 
of centrifugally hurled abrasives. 


The bulletin explains how the Air- 


less Rotoblast Room reduces cleaning 
time, cuts labor costs, improves clean- 
ing quality and makes the operator’s 
job easier. Previously the airless blast 
cleaning technique was confined to 
small castings. 

The bulletin tells how the Airless 
Rotoblast Room operates and how all 
exposed casting surfaces are thorough- 
ly cleaned. Information on abrasive 
reclamation and safety is also included 
features as the rotating 
cleaning table, controlled abrasive 
density, and proper arrangement of 


and such 


two cleaning jets, are described and 
illustrated. 

A specification page gives front, 
plan, and side drawings plus data on 
wall construction, ventilation, light fix- 
tures, abrasive separation, and _ rotat- 
ing table mechanism. 

For copies of this Bulletin Number 
222 write to the above address. 


Wire Cloth 


Cambridge Wire Cloth Co., Dept. 
MF, Cambridge, Md. 


This firm has issued a new bulletin 
No. 101 showing the various sizes and 
types of wire cloth for industrial ap- 


plications where resistance to } 
corrosion are of primary impo. ance. 
The wire cloth is available in — wid, 
range of metals, including lea and 
silver, as well as chemically {shed 
materials. The firm’s 35 years «/ spe. 
cialized experience in this fie! has 


and 


enabled them to solve many tricky jn. 
dustrial problems, some of which are 


described in the bulletin. Copies are 7 


available by writing. 
Polishing and Buffing Materials 


Bruce Products Corp., Dept. MP. ; 
Howell, Mich. 


A recent bulletin published } 
firm describes their line of composi. 
tions, buffs, liquid composition, grind- 
ing and cutting oils and pastes, draw- | 
ing compounds, rustproofing oils, and 
spray booth coatings. 4 

This firm was a pioneer in the ex. | 
trusion method for making buffing and | 
polishing compositions, under the 
trade name of Tri-Vac, and they have | 
perfected a wide line of proven mate- 
rials to cover every need of the metal 7 
finishing industry. Their liquid abra- 
sives are made in many types, includ- 
ing tripolis, limes, and stainless steel 


this § 


compositions. 








plating on racks or in barrels. 


for various brass and bronze colors. 





TRUE BRITE IS FIRST 


TRUE BRITE NICKEL BRIGHTENER was the first nickel 
brightener definitely designed for barrel plating at higher speeds 
to match still tank bright nickel and provide for good chromium 


TRUE BRITE BRASS MAiNTENANCE COMPOUND 
is the first complete brass plating compound designed to take away 
the headaches of off color deposits. Now available in various ratios 








BEAM-KNODEL CO. 


Metropolitan Distributors 
HANSON-VAN WINKLE-MUNNING CO. 


Complete Service for Metal Finishing 


Products Listed Below Available in New York 
Stock With Reasonable Exceptions 








GENERATORS 
Anodes, All Kinds Tallow Nicke! Salts 
TRUE INSULATORS are the first insulators for coils in plating Brushes Rouge Copper Salts 
tanks designed especially for the electroplating industry. Available Buffs Emery Paste a ogy Kinds 
in popular sizes for immediate delivery. Chemicals Cleaners Plating Rassals 
Tripoli Comp. Emery Polishing Wheels 
Acme White Finish Glue Polishing Lathes 
Write for technical bulletins 
195 LAFAYETTE ST., COR. BROOME 
Phone CAnal 6-3956-7 NEW YORK 12,N. Y. 
TRUE BRITE CHEMICAL PRODUCTS CO. 
: FILTERS 
P. 0. Box =31 Oakville, Conn. MAIZO LEA Buffing 
Practical Products for Practical Pcople Drying & Polishing 
Materials PRODUCTS 
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Industries, 
ave moved from their previous loca- 


1541 Oakman Blvd.. Detroit 


Electrofinishing 


on at 


}a brand new plant at 21841 Wyom- 


x. Ferndale 20. Mich. 


Their one-story beautiful plant con- 


‘ i; | * i 


Ine. 


i hy | 


| 
< i 





tains 15000 square feet of working 
area, plus large and luxurious offices 
and washrooms. The plant is located 
acre plot of land, and there is 
ample room for future expansion. 


At the the 


ona 2 


present time plant is 


plating bumper parts on a production 


basis. Their sequence in this metal 
shortage period is copper plate, copper 
buff. nickel flash and then into chrome. 
Bumper parts are polished in the firm’s 


polishing plant. S & S Polishing Corp.. 








LUSTRE <— SEAL 


THE NEW DISCOVERY — A TRIPLE ACTION COMPOUND 


CU 


TTING 


Rapidly removes polishing lines from both soft and hard metals 


2. COLORING 


Produces a lustre unobtainable with ordinary coloring compounds. 


3. 


SEALING THE SURFACE 


Seals surface pores for greatly in- 
creased corrosion protection. 


Easily removed in ordinary cleaning 
cycles for subsequent plating. 


Make Us Prove It On Your 
Production Problem. 
Send Samples 


DETROIT CHEMICAL SPECIALTIES CO. 


10) S. WATERMAN 
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located at 9165 Central in Detroit. 
The firm was started shortly after 


the last war by Roy and Norman Smith 
and originally occupied The Oakman 
Blvd. the 


were direct) on 


building where activities 


nickel 


and chrome plating of bumper guards. 


plating steel 


The plant now employs some 30 

people on a 2 shift basis. 
Officers of the corporation are: 

Roy Smith, President. 

Vorman Smith, Vice-President. 


Lawrence Smith, Secy-Treasurer. 


The November meeting of The De- 
troit branch of the AES was held Fri- 


day, Nov. 2nd at the Hotel Statler. 

Featured at the meeting was Frank 
Savage, President of the Savage-Rowe 
Plating Co.. Inc.. of Kalamazoo, Mich., 
who gave a highly informative talk on 
“Plating Room Costs.” 

The meeting was very well attended 
and adjourned to liquid refreshments. 


Detroit was the world’s focal point 
as far as metal working was concerned 
during Oct. 13-19th, At that time the 
33rd National Metal 
National Metal Exposition plus the Ist 
World Metallurgical 


presented. 


Congress and 


Congress was 


This proved to be a trem 
undertaking and. from an atte 
standpoint. was an outstandine sy. 
cess. The Metal Exposition was tic. 
ularily awesome because of its 
size. It housed in <-yey 
buildings at the Michigan Stat 


mous was 
Grounds and some 400 exhibito;~ djs. 
played their equipment and proc: <ses, 
Included in the displays was 
good percentage of polishing. 


and plating equipment and supp 


Edward T. J. Reading, Man 
Director of the Montgomery P 
Co.. Ltd. 147-151 


Coventry. England was a visitor in 
J { =) 


Lower Ford St, 
Detroit recently and was squired to a 
couple of job shops in Detroit | 
City Plating and Howard Plating |; 
dustries) by 
ing was in this country to visit the 
United 
to make arrangements for the hand. 


Chromium Laboratories and 
ling of United Chromium’s color and 


pattern plating processes in England. 


Your writer had _ the pleasure of 


showing Mr. Reading through Howard 
Plating Co.. and plating prices (com- 
Detroit) rather 


petitive in amazed 
him by their lowness. It was amusing 


ees 





SAVE 


Cc. 





CHEMICALS AND HEADACHES 
IN YOUR BRIGHT ZINC PLATING WITH 





Reduces frequency of proprietary brightener 
additions required. 
Cuts immersion time and quantity of bright 
dip chemicals consumed. 


INSURES UNINTERRUPTED CONSTANT BRIGHT ZINC 
PLATING THRU CONSTANT SOLUTION PURIFICATION. 


Effectively cleanses your zinc solution of copper, cadmium, lead, 
tin, mercury, and like contaminations as fast as they get into your 
electrolyte either from the anodes, work, or external sources. 


Prevents harmful accumulation of carbonates. 
No filtering required. No waiting period. Economical. 
ORDER A 15-GALLON DRUM — $42.75 — 
ON 30 DAYS’ APPROVAL 


sohur Products Co. /nc. 


Greensburg 7, Pa. 


Bright zinc may replace your present nickel-chrome finish. 
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RECOATING BELTS? 
, Try Our Redi-Glu 33 





WRITE FOR FREE SAMPLES 


JOBBERS — WHY NOT OFFER 
REDI-GLU 


Main Office and plant: 
211 So. Second St. 
Milwaukee 4, Wisc. 


FINISHING, 


REDIGLU #33 will 
break down to a soft, 
fine, velvet smooth 
head. Try REDIGLU 
#33 on your fine 
grease wheel opera- 
tions. REDIGLU #33, 
due to its flexibility, 
is also excellent for 
reheading abrasive 
cloth backed belts. 

For other set-up 
wheel operations, 
you have a choice of: 


#32 Extra Hard 
#30 Medium Hard 
#6-M Medium Soft 


IN YOUR AREA. 





Chicago Office: 
311 North Desplaines Street 
Chicago 6, Illinois o 


Charles Eldridge. Read- @ 
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cm “3 \MERICAN ELECTROPLATERS’ 
vy SOCIETY 
y : 

* 3 (hieago Branch 

a | On October 12 the Chicago platers 
ito vere introduced to a new development 
In- Wy alloy plating. This product of years 


id- “of research by the Tin Research Insti- 
the WP wie, of England, was indeed impres- 


nd 4 ive. IL possesses constant composition 
id- a egardless of depth of recess, excellent 
nd 7 irowing power despite its acid nature. 
: : and has corrosion resistance superior 
of a i) chrome. The color of the deposit 
rd “Zs in between silver and nickel, with 
m- 3 an attractive rose tint. Dr. J. W. Cuth- 
ed ul iertson, of London, England, assistant 


ng Ge director of Research of the Tin Insti- 





tute made an excellent presentation. 
The general comment was “The best 
paper of the year.” 


New York Branch 


The meeting was called to order by 
Vr. George Herrmann, president. on 
Friday, October 12th at the Hotel 
Statler, New York. 

\pplications for membership were 
received from Mr. C. M. Karten and 
Vr. Harry Tsournas. The following 
men were accepted for membership 
and duly installed: Mr. Roberts. Mr. 
Cuthertson, Mr. Abrahms and Mr. 
Kuperschmidt. 

\ communication was received from 
Vr. A. 
for the gift they sent him when he 
was in the hospital. 


Braun, thanking the Branch 


The new National Executive Sec.. 
Dr. D. G. Foulke was present at the 
meeting and was introduced to the 
membership. 

Mr. John Sterling, on behalf of the 
Board of Managers, proposed for the 
consideration of the membership a 
recommendation to the by-laws limit- 
ing the honorary members of the 
Branch to 5° of the average total 
membership. This matter is to be 





furiher considered at a future meeting. 
Vr. Melhado requested that the fol- 
lowing be entered into the minutes; it 
be considered on election evening to 
make the three tax-free members of 
the Branch honorary members. Fol- 
lowing the business meeting, Mr. Peter 
L. leit gave a short talk on barrel 
finishing. The talk was based on a 
series of articles by him currently ap- 
pearing in METAL FINISHING. 


Cincinnati Branch 


Despite the counter-attraction of 
hockey and prize fights, the Cincin- 
nati Branch of the AES turned out in 
force on October 24. and were well 
rewarded for their efforts. Some 
thirty-seven platers. buffers, ete.. en- 
joyed the usual fine dinner and com- 
radeship. to be joined by additional 
members for the actual meeting which 
was presided over by president Ro- 
bert D. Miller. 

The Prexy read several letters re- 
ceived since the last meeting after 
which the Secretary read correspond- 
ence he had received. and then pre- 
sented the applications of Richard A. 
Pfefferle. Fred W. Schrimper and 
David Lee Kaplan ‘the last two stu- 
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ig i A NEW AND REVOLUTIONARY DEVELOPMENT 
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a Wp WY) by combining copper and lead through a 
C Y J Homogeneous Extrusion Process whereby 
Z the two metals are chemically and insep- | 
arably bonded together. | 
y The resultant product consists of a full width y 
a WY y continuous copper electrode with a Homo- p 
a Y geneous lead covering on all sides except the | 
= Y Y; underside of the copper hook. 
a Y FEATURES 
7 1. Ten times the electrical conduc- 
Y tivity of any Lead Anode. 
4 Li 2. Faster, better plating. pe | 
i —— 3. Even distribution of current 
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4 Y Yi cause they combine the superior conductivity  STV!¢¢ — economically priced. Tests corrosion re- Bulletin 709 
b, | 7 of copper with the superior protection of S!Stance of plating, anodizing, galvanizing, paints, furnished 
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dents) who were unanimously elected 
to membership. 
mr. Fee 
Electric Co., 
duced as our speaker. In addition to 


Patrick, 
Pittsburgh, 


Westinghouse 
was intro- 
talking on his chosen subject, “Copper 
Plating by the PR Process,” Mr. Pat- 
*“Substi- 


pointing out fourteen 


rick dwelt considerably on 


tute Finishes,” 
different methods to be used, making 
use of copper-chrome, lacquer, Albaloy, 
white brass. bright zinc and a clear 
chromate dip in various combinations. 

In discussing PR cyanide plating. 
Mr. Patrick stated that a plain steel 
tank could be used although a rubber 
lining was preferred. He advised that 
plastic linings would not stand up due 
to high temperatures, and further re- 
commended the use of diaphrams to 
separate the anodes which would pre- 
vent roughness. He stressed the fact 
that agitation was essential and cau- 
tioned that continuous filtration would 
give better results. The use of treated 
water is a must. 

Using slides to good advantage io 
talk Mr. Patrick 


cluded by comparing sodium solutions 


illustrate his con- 
and potassium baths. 


The evening was most successfully 


concluded with a Social Hour spon- 
The 


Vunning Co. 


sored by 


Newark Branch 
Annual Christmas Party 

The annual Christmas party of the 
Newark Branch of the A.E.S. will be 
held at the Robert Treat Hotel on Sat- 
urday, December 15. The banquet is 
scheduled to start at 7 p.m. The usual 
technical sessions are being held the 
previous day, Friday, Dec. 14th, at 8 
p.m., also at the Robert Treat Hotel. 

Speakers for the 
technical session will be: 

Harold Faint, Industrial Filter Co.. 
“Filtration” 

Frank LaQue, International Nickel 
Co.. “Galvanic Corrosion” 

Dr: W. R. 
“Bright Dipping and Pickling” 

George Wagner is chairman for this 
annual event. 


Indianapolis Branch 


The November meeting was held at 
the usual place, Fox Steak House. Be- 
cause of the inclement weather only 
28 members were present. In attend- 
ance. however, were 3 visitors from 
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the British Isles; Mr. W. Lor yy, T 
Hanson-Van Winkle- G. Belsey and Mr. H. Christmas. \}e p 
were in Indianapolis visiting t} cal | 
plant of R.C.A. for their firm the ‘e 
Electric and Musical Industries The ne 
Gramophone Co.). nner | 
One new applicant. Mr. Jame. Gay. PB yhich 
man, was elected to members! It bh We 
was voted that the Branch chanve jts duc ec 
method of operation from the ‘seal ney we 
year to the calendar year. (. i. 
The speaker of the evening wa- one prin r% 
of our own members, Mr. A. M. Vay. , = 
Friday evening Supervisor Engineer of Record Labora- ir, 
tory of the local R.C.A. plant. Dr, foundry 
Max’s subject was “/ron Plating.’ He —_ 
reviewed the history of iron plating, 7 urgh 
dating back to 1868 for electrotypes 7 The 
for printing Russian bank notes. The ade th 
Mever. Enthone. Inc., S2lution is now being used to build Be “ 
up worn parts in place of chromium, (ge"*": 
replacement for copper in electrotypes, | ntrodu 
and other electroforming uses. Most ‘ : 
of this plating is done by the National berm 
Bureau of Engraving. Washington. sting & 
D.C. ine Pl 
Dr. Max gave the formulas for both 7 es 
the sulphate and chloride baths, and men 
explained the trouble with these baths, sles 
mostly pitting and roughness. 
PREVENTS PLATING 
IMMUNOL, reserves ei 
PRESERVES BRIGHT 
FINISHES 
Used in long dilution with water as your final 
rinse, IMMUNOL easily eliminates your staining 
problems and at the same time preserves bright : 
plated finishes. No manual hand polishing or | 
special cleaning operations are necessary and the . | 
use of IMMUNOL involves nothing more compli- E 
cated than the addition of a small quantity to O8\ Ho 
your rinse water. TB) Equ 
An added advantage of IMMUNOL is that it also ay tra 
immunizes water against rust. This means your 3 | 
rinse tanks are protected by the IMMUNOL 4 : 
solution as well as the plated parts. Where it has iu You 
been necessary to repeatedly paint or lacquer the : fur 
inside of rinse tanks, the use of IMMUNOL may you 
eliminates these problems. : ss 
For the complete story of IMMUNOL and ma 
its many applications to cleaning, rustproofing | 
and wetting out problems, send for our | 
booklet. “ges 
Haas MILLER Corp, 
4th & BRISTOL STS. @ PHILA. 40, PA. a 





ir Pits) argh Branch 


The Pittsburgh Branch of the AES 
wid i» monthly meeting on November 
at ‘ne Sheraton Hotel. Twenty-five 
yembors enjoyed a delicious steak 
jnne: prior to the business meeting 






PG hich commenced at 8 P.M. President 
Bho) |! oofter first welcomed and in- 
its H rodu 

é Thev were: 

{, H. Parker, DuPont Co.; H. G. 
wprinwer. H. R. Carlson, G. F. Henkel, 
| Schram, Jones & Laughlin Steel 
a; R. A. Jeheber, United Engr. & 
foundry Co.: FE. M. Tinnon, Metal & 
thermit Corp.; G. J. Grindel, Pitts- 
urgh Nipple Works. 


The officers and 


ed a number of guests present. 


heads 
ade their respective reports and since 


committee 


‘lq |agiere was no new business to be pre- 
ented, the speaker of the evening was 
jroduced without further delay. Mr. 

A. Lowenheim, of the Metal and 
lhermit Corp. delivered a very inter- 





sting and timely discussion on “Tin- 


Mm, 3 : z 
SB inc Plating.” It was brought out that 
)@iis particular alloy plating is still 
th 4 : ° . 

’ uite new but definitely is out of the 
nd a : : 
. i aboratory stage. There are many in- 
Pe ;. . . 7: 

PBiullations being successfully operated 


and there will no doubt be an upsurge 
of new installations in the immediate 
future. Tin-Zinc has many of the de- 
sirable properties of cadmium and 
zinc deposits plus the fact that it 
reaches a cost factor between the two 
standard deposits. 

A lively and informative question 
and answer period followed the main 
lecture. Refreshments were then had 
by all and everyone agreed that the 
meeting was successful both from an 
educational and social standpoint. 


Los Angeles Branch 

Clyde Kelly, of B. Mercil & Sons 
Plating Co., Chicago, gave an informal 
talk on barrel plating procedures as 
practiced in the Chicago area at the 
November 14th meeting of Los An- 
geles Branch of the American Electro- 
platers’ Society. 

Combined with his comment on 
tumbling barrel procedure he supplied 
considerable information on large vol- 
ume materials handling and equip- 
ment with reference to barrel plating. 
His talk was well received by the Cali- 
fornia operators because he interpo- 
lated his remarks with many a pithy 
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IS YOUR PROBLEM 
PLATING? 





Contact our technical staff on 


your metal finishing problems. 
Write for FREE folder “P” show- 
ing our wide selection of metal 
finishing equipment. 


comment and description concerning 
practices and techniques his firm had 
found practical and economical in 
barrel plating. 

One mid-west firm, he explained, 
employs a 10 ton refrigeration unit to 
cool zine solutions in summer. His 
own company used 1! tons of ice for 
that purpose during the past summer. 
The ice was packed in steel boxes and 
placed against the solution tank. 

Mr. Kelly explained that his com- 
pany has found the use of hard-rubber 
equipment most practical. They use 
Plexiglass and Lucite and prefer Koro- 
seal lining in their zine tanks. Kelly 
said he has found that the use of 
Monel cylinders for cleaning causes 
less delay and gets the work through 
quicker and better. His shop. he said, 
also demands a variable speed drive on 
its barrel platers. Acid dip. covering 
and filtering were other subjects dis- 
cussed by the speaker. 

Comparing West Coast and mid- 
west shops, Mr. Kelly said: 


that job shops in 


“I would say 
Southern California are as good as 
those back east. You have a number 
of shops in Los Angeles that can do 
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a greater variety of work than any membership totals. He explained that 


Chicago shop. That—greater variety the research committee spends about 
of facilities—I would point to as the 338,000 a year but collects only $27,- 
distinguishing mark between Southern O00. The deficit is handled out of re- 
California and Chicago plating plants. serve. He pointed out that Branches 
One shop in Los Angeles even does — only hold $1600 in research fund 
erinding after chrome plating. In memberships. The balance is derived 
Chicago we are inclined to specialize from subscriptions from  manufac- 
more. turers. plating firms and supply com- 
In his capacity of chairman of the panies. 

Industrial Finishing Exposition to be \ one hour business session follow- 
held in Chicago in connection with the ed the close of Mr. Kelly's talk, which 
1952 A.E.S. convention, Mr. Kelly he concluded by answering a dozen 
gave some information on what the — or more questions submitted by mem- 
committee is doing and what it hopes _ bers. 

to accomplish in the way of an exposi- Sergeant-at-arms Frank Virgil in- 
ion. It will be held in the Interna- troduced the following guests: Warren 
tional Amphitheater in Chicago. A Davies, West Coast Plating Co.: G. E. 
professional show manager has_ al- Huenefourth, president. Crown Rheo- 
ready been engaged to direct its prep- stat & Supply Co., Chicago: C. Edward 
aration, for the committee felt that a = Smith, president, B. Mercil & Sons 
professionally-trained show manager — Plating Co. and Mercil Plating Equip- 
could) better assure a stand-out ex- ment Co., Chicago; John F. Siefen, 
position. Some 50 firms have already vice-president and general manager. 
indicated intention of exhibiting and J. J. Siefen Co., Detroit: Frank Casas, 
sale of space will start shortly after Clary Multiplier Co., Los Angeles: 
January 1. and Stanley Kritzer, North American 

Mr. Kelly also spoke of the Supreme Aviation, Inc., Los Angeles. 

Society research program. He recom- Ralph Alexander, of North Ameri- 
mended intensified activity on the part can Aviation, Inc.. and Harry Jen- 
of branches to increase sustaining — nings, of Everest & Jennings Co., were 



























initiated into membership. Applica- ste] 
tions for membership were filed }y © ndly 
Bryant and Donald Barber, of Bar); 9@ & ™et 
Webb Co.: William Hoyt, Virtue \\an. 04°!!! > 
ufacturing Co.; and Paul Silversione pomler 
and Oscar Stein, of Super Matrix Co, 74 © ed 
President Roy Lostutter reported yy aca 
the death in an automobile accident oy 7g Vepart! 
November 10 of Joseph Sunderhiys FY te esse 
retired plater. who served as president) g |) ''™P 
of Los Angeles Branch in the mid.) t's. On 
Forties, Oe scary th 
status, 
ELECTRODEPOSITORS Be Silver . 
TECHNICAL SOCIETY 9 Fastbou 
Name of Society Changed Halsbur 
An announcement recently sent out) § 2!2°*! 
by Mr. A. W. Wallbank, immediate § arth dais 
Past-President of the Electrodepositors )q | ally e: 
Technical Society (London) outlines) 9‘ of 
briefly the recent change in the name) 0" ' 
of the Society. The text of this an- 0g "°O'"© 
nouncement follows: os Lory 
“The Electrodepositors’ ‘Technical | \eml 
Society is now officially incorporated his ste] 
as a limited Corporation under the new) J Society 
and wider title of /nstitute of Metal) @ impair 
Finishing Incorporating Electrodepos-¥@ veived. 
itors Technical Society. Sa vun, thi 
Members may perhaps wonder why? founc 

it should have been advisable to take) @ society 
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A GRINDING AND POLISHING UNIT!” 
As shown here, the 6-72 Vonnegut Abrasive Belt 
Unit is set up as a lathe attachment for cylindri« alf 
grinding and polishing. The same basic unit can be? i | 
RECTIFIERS used as a floor stand and also as a swing machine.” operat 
; ; - 3 buff 
Known for QUALITY and DEPENDABILITY But that’s not all it has proved its value es a 2 ele 
Whatever your rectifier needs, you'll find a LEWIS RECTIFIER to vrinding and polishing unit for special machines, 7 >roper 
handle them better. Self Contained, Basic or Remote Controlled : There i If you 
Units . . . current ranges from 10 to 50,000 Amperes . . . most any and as an attachment for other machines. There 157 aaa 
voltage requirement for: the possibility that it can be used for an entirely? lems { 
ELECTROPLATING ELECTROTYPING ANODIZING gat i ) agree 
ELECTROFORMING ELECTROCLEANING ELECTROPOLISHING new application in your plant. If you find thaig™ 
BARREL PLATING e oe gy possibility, write us about it — we'll be glad to help/ 
1 7 : ‘ , £9 
ee pen i ¥ ; you work out the details. Send for Bulletin No. 02 
Your best source for Rectifiers is the new 20 page Lewis Catalog. : 
Useful data on rectifier output wiring diagrams and current carrying 
capacities of copper bus bar and stranded wire are included. 
Send for your copy today. ON a EGUT 241 OAK 
LEWIS ay nla eA seed pt MOULDER CORPORATION ar 
w Tor e Te 
Iteincstenenencntenconan ¥ 1857 MADISON AVENUE * INDIANAPOLIS 25, INDIANA i. oe 
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step. Our Society began as a small 
ndly Association of technicians in 
metal finishing trade and from that 
snall beginning it has grown into ihe 
nier body in its field and has at- 
ed wide recognition by industry. 
academic bodies. by Government 
Departments. by overseas countries. as 
the essential heart and brain of a vital- 
mportant section of British indus- 
On this level it has become neces- 
sary that 
Members 


we should have an_ official 
attended 


silver Jubilee Conference 


stalus. who our 
Dinner at 
remember that 


Halsbury remarked that we were ihe 


Fastbourne will Lord 
ingest and most active body that he 
had yet encountered who did not offi- 
cially exist. This happy remark is typi- 
al of the 
from influential 


advice we have received 


men. that we should 
ecome officially registered as a limit- 
ed Corporation. 

fear that 
his step will increase the cost of the 


\lembers need have no 


Society to them or will in any way 


npair the benefits that they have re- 
eived. On the contrary. in the long 
un, this step cannot help but provide 
still better 


foundation on which a 


society can be built. 


Incorporation gave us the opportun- 


ity to widen our scope to embrace 
other aspects of metal finishing and 
we have. therefore. adopted the offi- 


the of Metal 


Finishing. There is no need for us 


cial name of Institute 
immediately to give up our traditional 
title. which by its association has be- 
come dear to many of us. but it is ex- 
shall 
come to think of ourselves as the In- 
stitute of Metal Finishing rather than 
as the old “E.T.S.” 


This change in no way alters the 


pected that. year by year. we 


general policy or the aims and ob- 
jectives of the Society which is as vig- 
orously as ever concerned with elec- 
trodeposition processes. research, ete. 
Indeed. we are retaining the old title. 
which will become subsiduary to the 
new one as time goes on. We are in 
fact merely broadening our scope in 


view of the interests of our member- 
ship. 
Ur. H. Silman. Chief Chemist of 


Joseph Lucas. Ltd.. has been elected 
the first president of the newly named 
organization. 

Annual Meeting and Conference 
in April 1952 


The annual conference of the Insti- 


tute of Metal Finishing (formerly the 
Klectrodepositors Technical Society. 
London! will be held at Eastbourne, 
England on April 23-26, 1952. 

Among the symposia will be ses- 
sions on Polishing, Evaporated and 
Sputtered Metal Coatings. Plating of 
\luminum. and Deposition of Alloys 
of Tin and Antimony. 

\ special meeting with the Belgian 
electroplating group. similar to the 
meeting held last year with the Dutch 
arranged for 


electroplaters. has been 


December 5-8. 195] in Brussels. 


LETTERS TO THE EDITOR 


Nickel Plating Cast Iron Shears 














Vetal Finishing 
Gentlemen: 


Referring to question by P.A.P. in 
“Shop Problems” regarding the nickel 
plating of cast iron shears. here is 
some information | have to offer. 

I was for twenty vears in charge of 
the plating department of a shear man- 
ufacturer. | have plated thousands of 
dozens of cast iron shears with very 
The following is the 


good results. 
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The patented “PRESSURE-COOLED” Airflow buffs* have 
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operations and are far superior to conventional or ordinary cooled 
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"NOTICE: The Airflow buff is covered by U. S. and Foreign patents and patents pending. 
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EXPEDITERS 


SPECIAL fabrications like these com- 
bination tank and dumpie units of 
stainless steel can often work wonders 
with production rates. Perhaps you 
too can save finishing time without 
sacrificing quality by equipping for 
more efficient handling. Whatever it 
takes to do your job better, Storts 
can fabricate it. 
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method we used. which may be of in- 
terest to P. A. P. 

The handles were left as they came 
from the foundry, except that the flash 
was ground off. The blades had a final 
polish on a 220 greased wheel. They 
were washed in oelium = spirits and 
Then 


soaked in an electric cleaner at 200°F.. 


dried in saw dust. they were 


or better (no current on). for a few 
and 
20% 


minutes. Cleaned direct 
hot 


cold water rinse, 


reverse, 


into water rinse. into HCl. 
Then they are placed in nickel and 
given a strike for two or three minutes 
at low current density before the cur- 
rent is turned up. 
| worked on that. 


iron being very porous, a cold water 


the theory cast 
rinse following the cleaner would tend 
the the 
not all be rinsed and pickled 


to close pores and cleaner 
would 
out. Then if too high a potential is 
applied as they enter the nickel, they 
absorb too much hydrogen. thus weak- 
ening the bond. This theory may not 
but 
duced results. 
We ran our nickel as follows: Ni 
1.5 oz./gal., NiCl. 4.5 o0z./gal., H3BO; 


3. Temp. L05°F. 


be correct. nevertheless it pro- 


5 o2./gal., pH 5.6-5. 
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COMPAN Y 


1706 Rockingham Read 
DAVENPORT 6, (6-2561) IOWA 


The shears were edged and the in- 
sides blades were polished after they 
were plated. If the deposit is going to 
peel it will be during this operation. 

Trusting that this information may 
be of some help to P. A. P., I wish to 
remain, 

Very truly yours, 
M. S. SIDDALL 

Defends Make-up of Plating 

Industry Advisory Committee 


Vr. Walter A. Raymond, 
Vanaging Editor 
Finishing Publication, Ince.. 
Dear Mr. Raymond: 
| read with interest your editorial 
in “Metal Finishing” for September, 
entitled “A Powerful Minority,” and 
will send you a copy of an answer to 
this editorial after it is published in 
the National Plating News, which will 
he mailed out in the very near future. 
Since 1941, as you probably know, 
| have been quite active representing 
the job shop industry in many of their 
plating problems and have probably 
been in Washington and had more con- 
ferences with government officials than 
any other one person representing the 
industry. During the war of the early 


10°s our problems became so s 
that it was necessary to eventually 6, 
ganize an association to get 
action in an attempt to help 
them, and during this ten years of 
hard work I have been unable to 


secure cooperation from the so-called 
“big plating” in helping to solve pla. 


ting business problems. So it {elj 
upon the shoulders of the job shop 
segment of the plating industry to not 
only devote time and expense of their 
own but to pay my expenses over this 
period of time in trying to get some 
recognition of the plating indust; 
During World War II, I attempted 
to have the plating industry recognized 
as an industry, and history speaks for 


itself as to what happened to the in- | 


dustry after the war, and recently we 
had a most difficult time in having the 
plating industry recognized as an in- 
dustry. As you stated, prior to this 


time the plating industry was classified © 
with a group of small service indus. 7 
tries such as radio repair shops. bicy- 
cle repair shops, ete. Through our | 


efforts we were able to convince Wash. 


ington that the electroplating indus- | 


try is important to our economy and 
a large national survey is now being 
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conc ucted wherein all companies who 
hav; plating facilities are to make a 
of such investment. 


report facilities. 


emp.oyees, etc. 


ir so-called minority group has 
beer doing all the work, paying all 
the money and effort to throw some 
light on the importance of the plating 
industry, as you well know. and when 
this was accomplished I do not see 





why any other segment of the industry 
should become interested to represent 
the industry. Our membership has al- 
ways been open to all companies inter- 
ed in plating who might have pla- 
ting problems or plating departments, 
nd they can join at this time with 
n helping to solve these problems 
small fee of $100.00 per year, 
which should not financially embarrass 
my one of them, 
lor several years we have had com- 
mittees appointed to work with com- 
mittees of the Electroplaters Society. 
{ which I have been, personally. a 
ember for years, in order that the 
Electroplaters Society might help us 
io mutually accomplish things for the 
plating industry as a whole. The action 
f these so-called committees has been 
nil because of the indifference on the 





part of the Society to discuss plating 
problems. 

The functions of the two groups rep- 
resenting the plating industry do not 
conflict in any manner, as the Electro- 
platers Society is the technical society 
and the National Association of Metal 
Finishers is the association to tackle 
business and economic problems of the 
industry. 

| have been making speeches at a 
number of Electroplating branches all 
over the country as well as some of 
our meetings, and as far back as 1946 
ihe government has insisted upon re- 
ceiving statistical information as to 
facilities, location, know-how and em- 
ployment of companies engaged in 
electroplating. This 
and which we are now making, con- 


survey request. 
cerns all companies with any type of 
plating operations. The National Pro- 
duction Authority is not interested in 
who may be a member of the National 
Association of Metal Finishers or the 
American Electroplaters Society, or 
any other association. They want in- 
formation on the entire industry, and 
it is about time that some sort of co- 
operation is had within the industry 
itself. The economic problems of 
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members of the industry are terrific 
from the lack of organization and 
means of solving mutual problems, and 
will continue to be serious until such 
a time as the members of the industry 
can forget about petty jealousies, etc. 
and work this problem out together. 

One of the finest experiences | have 
ever had is working with the mem- 
bers of the plating industry in helping 
them solve their mutual problems, but 
the lack of cooperation on the part of 
the entire industry is outstanding and 
should be corrected. 

Vr. Griffith, who is Chairman of 
the Electroplating Industry Advisory 
Committee, told me personally that the 
group of men selected on the advisory 
committee were the most sincere and 
serious group of business men he has 


ever seen together in one group, and 
their intelligence and interest as well 


as knowledge of the business they rep- 


resent was most outstanding. This 
compliment pleased me immensely, 


and | am sure that from now on, since 
the industry has been recognized, some 
other segment of the industry inter- 
ested in plating will wake up and 
either join with us or form a group of 
own to with us in 


their cooperate 


Save Wlatervials! 
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KOCOUR test sets, similar to the above, can be used 
for controlling plating, cleaning, pickling, and anodizing 
baths. . . . Special sets can be provided for your 
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solving plating problems. The number devoting their time and expenses io This is only a brief outline of ;). Byes 
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avs we are not at war. Maybe the 


\s over in Korea are dying of old 
' He forgets that the peace he is 
w enjoying was made possible by 
» thousands who have died defend- 
He has police to protect him 
obbers and murderers: who is 
to protect countries who also 
mt to live in peace? The United 


\alious are trying to do the job, but 


outlaw red nations won't co-oper- 
\\e would all be murdered if we 
guns rust, as Vallstrom sug- 


lf the Reds want peace why don't 

lisarm? Or is their huge land 
\. air force. and submarine fleet 
defend herself against us? We have 
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Best for Burnishing . . . Perfect 
for Polishing. No culls, no cracks. 
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always armed ourselves almost too 
late. and if we followed Red propa- 
canda we would certainly be too late 
this time. If Vallstrom was over in 
Korea would he let his own gun rust? 
| say let's arm to the teeth; not 
until then will we be safe from with- 
out. We should also get rid of the rats 
gnawing at us from within, so we can 
pull together. 
Sincerely, 
H. K. GRUND 
Editor's Note—This will conclude 
the discussion of our July Metal Fin- 
ishing Re-Armament issue. After all, 
this is a technical journal, not a polit- 
ical sounding board. 


Throwing Power in Bright 
Zine Plating 
Editor 
Vetal Finishing 
Vew York, N. Y. 
Dear Sir: 

In the Shop Problems section of 
the October issue there was a question 
by S. J. W. in regard to throwing 
power in bright zinc plating. | would 
like to add to that answer based on 
considerable experience with zine over 
the past few years. 

S. J. W. gives an immediate clue 
to his trouble when he states that his 
operating temperature is 85°F. Up 
here in Massachusetts we are firm be- 
lievers in the importance of low tem- 


perature cyanide zine plating. 70°F. 


is a good temperature to shoot for 
when throwing power is of primary 
importance. 

| will admit that this temperature 
will reduce cathode efficiency and that 
a temperature of 70°F. may be hard 
to. maintain during the summer 
months. In some cases it has been 
necessary to install refrigeration equip- 
ment to maintain this low temperature. 
This temperature factor is also impor- 
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tant in rack plating in still or semi- 


automatic tanks where the need for 


throwing power is greater than the 


need for cathode efliciency. 
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PauL F. Lyman 
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Villers Falls Co.. 
Grenfield. Mass. 
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Vapor Degreaser (P) . oe 
Test: The 


A New Degreasing Evaluation 
Atomizer Test 

New Degreaser Bulletin 

Vapor Degreasing Solvents (M) 


DE-IONIZATION—See Water 


DESCALING—See Pickling 


DIE CASTINGS 


Electropolishing Zinc 
fequirements of Zine 
for Electroplating ...... 
Chemical and Electroc -hemical Preparation 
of Zinc-Base Die-Castings for Electro- 
plating 
Electroplating 


Die-C: 
Base 


astinygs (S) 
Die-Castings 


Zine-Base Die- Castings 


DRAG OUT—See Fluid Mechanics 


DRYING 


Spot-Free Drying of Small Parts (5S) 

Machine Speeds Drying of Boots and Shoes 
(R) : 

Drying Work (S) 


Barrel Plated 


ELECTROCLEANING See Cleaning 


ELECTROFORMING 


Heavy Silver Plating (5S) 

Heavy Gold Deposits (S) 

Electroforming Precision 
Screens (P) 

Electroforming of Precision Military ‘Com- 
ponents ‘ 


Fine- Mesh 


Military Applic ations of Electroforming 
Electroplated Face Masks (A) . ws 
Plating and Electroforming at Muzak 


Electroforming Musical Instruments (P) 
Separating Film on Copper Electroforms 
(S) : ain 


ELECTROPOLISHING 


Electropolishing of Steel (E) 
Electropolishing of Silver (E) , 
Electropolishing Copper Alloys (P) ... 
Electropolishing Zine Die-Castings (5S) 
Electropolishing Steel, Copper Alloys, and 
Aluminum (P) 


Electropolishing and " Elec trobrightening 
(B) 
Electropolishing Tools (S) 


Electropolishing Process (P) ............-.. 
New Universal Electropol.shing Bath 
Electropolishing Bath (P) 

Chemical and Electrochemical Sharpening 

of Used Files (A) 2 

Electropolishing Machine (P) ' 
Electropolishing Copper Alloys (P ) : 
Automatic Electropolishing Machine (P) . 
The Use of Glycerine in Metal Finishing .. 
Electropolishing Aluminum Alloys (P) .... 
Electropolishing Aluminum (P) 
Super-Imposed A.C. Electropolishing 


(A) 


(P) 


ETCHING—See Pickling 


FILTERS AND PUMPS 


Filtering Membrane (R) 

Industrial Filters ‘M) a 

All-Purpose Filter and Pump Unit (R)_ Ee 

Corrosion-Resistant Pumps and Heat Ex- 
changers (M) : ay 

Acrylic Filter C loth (R) 
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FLUID MECHANICS 


Methods 


See Safety 


See also Rinsing 


Dragout Control—Part I 

GALVANIZING & TINNING, HOT DIP 

Attack of Hot Impregnating Oil on Hot- 
Dip Tinplate (E) as ranree ; 

Tinplate Handbook (E) ... 

Hot-Dip Galvanizing (B) : 

Pore-Free Galvanized Coatings (P) 


Removing Spangle from Hot Dip Tin (S) 
Hot Dip Galvanizing Method (P) ... 
Continuous Galvanizing (P) 
GENERATORS 


See Power, Sources of 


GOLD PLATING 


Alloy Gold Color 
Rapid Calculation of Job Plating 
on Small Miscellaneous Shapes 
Impurities in “ Plating Solutions (S) 
Antique White Gold in One _——e (R) 
Heavy Gold Deposits (S) ; 
Plating Over Invar Metal (S) 
The Production of Colored Gold Finishes 


Control (5S) 
Prices 


Tarnishing of Gold Plate in Storage (S) 
GRINDING~— See Polishing 

HANDLING EQUIPMENT 

Dipping Baskets (R) 

Plastic Tubing (R) ‘ . saat 
Corrosion Resistant Alloy Fittings (R) 
Safety Air-Vent Carboy 


Pouring Spout 
(R) il cae 
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Plastic 


Protective Coating (R) sa . 4- 85 
Sulfuric Acid-Resistant Plastic (S) ........ . be 7 
All-Welded Parts Cleaning Basket (R) ... 5- 80 
Collapsible Rubber Drum for Shipping 

Chominnis (20) ...ccsencersess 6- 84 


Basket for Sulphuric Acid Anodizing “(R) 6- 8&9 





Acid Resistant Cement (R) on | 
Conveyor for Plating Holloware (P) .. 7-156 
Plating Crankshaft Bearing Surfaces (P) 8- 72 
Polyethylene Plastic cuanane, Bottles, 

Jugs, Buckets (R) ............ me 8- 83 
Polyethylene Containers (M) ......... 8-102 
Woven Wire Belts (M) ........ ne . 9-105 
Acid-Proof Pipe Joint (R) : : 10- 86 

Sanitary, Stainless Steel Tub-Type “Truck 

| | rae eee 10- 94 
Rubber-C overed “Handling Equipment | (R) 11- 84 
Work Handling Baskets (R) ........ a 12- 81 
Drum Handling Truck (R) ...............--- 12- 82 


Polyethylene Funnels and Beakers (R) 12- 84 
Dipping Baskets (M) ................ 12- 99 
— Containers and Construction 
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HEATING METHODS & EQUIPMENT 


Universal Steam Trap (R) 4- 8 
Corrosion-Resistant Pumps and Heat Ex- 


Chan@ers €BE)  ....<wserscessscoves 5-117 
Lead-Covered Copper Heating Coils (R) 7-124 
Carbon Heating Equipment (R) .. a 7-128 
Solving Heat Transfer Problems (M) 7-143 
Automatic Tank Heaters (M) 7-143 
Electric Heating Units (M) ........... 8-100 
Automatic Steam Boilers (R) .... 9-102 
Automatic Steam Boilers (M) 9-104 
Methods of Heating and Temperature Con- 

trol of Plating Solutions .......................... 10- 64 


High Pressure Dry Steam Generator (R) 10- 90 
Tantalum Heating Coils and Heat Ex- 

CHOTGETE: (TR). ccccisee cccsinenaces eds 1l- 84 
Immersion Heaters (R) .......... a ll- 85 
Carbon Heat Exchangers (R) ... ---- lle 98 
Tantalum Heat Exchangers (M) consse baw 9D 
Karbate Pipe and Fittings (M) 12-100 
Sealing of Heating Coils in | Phosphating 

(S) * sien née dacbnwbatesndbeies ss ix isiancle 12- 75 
HYDROGEN EMBRITTLEMENT 
Electroplating Stainless Steels—-A Critical 

Review with Recommended Practices 6- 50 
IMMERSION PLATING 
Immersion Cadmium Plating (S) cn Se A 
Carbonyl Plating by Immersion (P) 5- 79 
Zineating Bath for Plating Magnesium 

pT ee yf ae 5- 79 
Immersion Tinning of Aluminum (Ss) = 7-123 
Immersion Nickel Plating (P) om 7-155 
Immersion Cobalt Plating (P) 7-155 
Lead-Cadmium Coatings by Immersion 

aa iter sce tated betbaincdianioladesecieia ae . 8- 74 
Immersion Tinning of ‘Steel (P) . 9- 95 
Immersion Tin Plating (S) —. ; 11- 78 
INDIUM PLATING 
Indium Cyanide Plating Bath (P) 8- 74 
Calculating Metal Cost in Indium Plating 

(Dp)... alll 10- 81 
Diffused Silver Alloy Bearings (P) : 1l- 80 
INHIBITORS 
Effect of Inhibitors in Hydrochloric Acid 

‘ge a |) 1- 58 
Laboratory Testing of Corrosion and Pick- 

ling Inhibitors (E) - =. le 59 
Inhibitor for Sulfuric Acid “Baths: i)... 2 
INSTRUMENTS, INDUSTRIAL 
Photocolorimetric Method for the ~ pate 

of Nickel in Nickel Plating Baths ...... 2- 44 
Spot Plating Machine (P) ........................ < gat 
Tong Test Ammeters (R) ................-... 3- 80 
Temperature and Pressure Instruments 

I cehichiin seein iia caciarh adden idan redemieelens -. 3= 96 
Fluid Flow Rate Testing (M) pace 3- 96 
Liquid Meters (M) ..............--.- ee, 
Visual and Optical ‘Evaluation of Metal 

IONS, cacin! schciadebaupehtiralialitisd en thsaoyncan shin Cstees . 5- 54 
Pocket Size, Portable pH Meter (R) w-- §= 82 
Valve Actuators (R) ........ a --- 6 82 
Synchronous-Motor Timer (R) . 6- 82 
Simplified Surface Tension Instrume nt for 

the Plater (R) .. ies eek (Mee 
Liquid Level nena “(M) .. 8- 99 
New Instrument for Hot Hardness Testing 

of Electrodeposits ane ; 9- 78 
Temperature Regulator (R) —_ . 9- 98 
Operating Control for Optimum. Plating 

Characteristics .................-. 10- 69 


Vapor-Tight Temperature Controller 
Interval Timers for 
Liquid Level Switch 
Liquid Level Controllers 
Pyrometers and Resistance Thermometers 


“(R) 10- 88 
30 Ampere Load (R) 10- 89 
(R) i .. 10- 92 
. —_—— ll- 94 


(5 eee ae ee a 1l- 96 


The »rmometer Magnifier i).... ea 12- 
pH and 6 i neal Recorders and Con- 


Cpe TED: gsncccecesasssecenss 12-101 
IRON, CAST—PLATING ON 
Bright Zine Plating .... abana . 6+ 58 
Zine Plating Over Cast Lron (3)... . 6- 77 
Zine Plating Over Cast Iron (L) .............. 7-151 


METAL 





FINISHING, 


IRON PLATING 


Electroplating Iron (R) 
Iron Plating (P) . 
Plating Porous lron. (P)- 


LEAD PLATING 


Lead Plating Tatts (FP) uc...csecnccessccssnass 
Caleulating Metal Cost for "Lead Plating 
Gy ~~ 


LEVELLING 


Bright Nickel Bath with Levelling Proy- 
erties (R 

Visual and Optical Evaluation. “of. Meta! 
TOMI eaiscccos Gentoneeenithcsnanbphecucteememenions 

Bright Nickel Bath with Levelling Prop 
erties (R) 


MAGNESIUM 
The Finishing of Light Alloys ................ 
Corrosion-Resistant Treatment for May- 
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ane Resistant Finish for Magnesium 








Alereating, Current Anodizing of. "Mag- 
nesium (P) .. 

Zincating Bath. “for Plating | “Magnesium 
‘— IPD, | caccstinatinieeasecacuanipiaios 
A New Finish for Magnesium Alloys. ac 

Anodic Treatment for Magnesium (P) 


MANGANESE 

Manganese Plating Bath (P) 
METALLIZING 

Bright Chromizing — The Onera Process 
Plating Nickel-Cobalt Alloys on Non-Con- 


OED TR E) ecttnss cael ee 
Electrically-Conductive Casting Plastic 


Metallizing on Glass and Plastics (E) 
Gas Plating Inside Hollow Tubes (P) 
Metallizing Process (M) ..... 
Metal Spraying Gun (R) . —_ eee 
Production Plating of Plastics ... 
Silvering Designs on Non-Conductors (P) 
Silver Conducting Paint for Plastics (P) 
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ADVERTISING RATES 
Per column inch per insertion 
1 time - 
3 times 
6 times 
Yearly (12 times) 


READY-REFERENCE SECTION 


—USED EQUIPMENT AND SUPPLIES— ate 


ELECTROPLATING 
POLISHING 
RUST PROOFING 
CLEANING 
ANODIC TREATMENT 





FOR SALE 


PLATING MOTOR GENERATOR SETS 
(REBUILT) WITH COMPLETE PANEL 


EQUIPMENT MOTORS — 3 PHASE, 
60 CYCLE, 220/440 VOLT. 
I—HANSON-VAN WINKLE 2000/1000 


ampere, 6/12 volts, 1200 RPM. Separate- 
ly excited, Serial #7473. 


1—HANSON-VAN WINKLE 2000 ampere, 
18 volts, 450 RPM. Separately excited. 
Synchronous, Serial #7719. 


1—ELECTRIC PRODUCTS 1000/500 amp- 
ere, 6/12 volts, 850 RPM. Ser. #18436. 


1—CHANDEYSSON ELECTRIC 1000/500 
ampere, 12/24 volts, 720 RPM. Exciter 
in head. 


1—-PIONEER ELECTRIC 600/300 ampere, 
7/15 volts, 1750 RPM. Exciter in head. 


1—ELECTRIC PRODUCTS 500 ampere, 9 
volts, 900 RPM. Separately excited. 


1—CHANDEYSSON ELECTRIC 200 amp- 

ere, 7 volts, 1165 RPM. Exciter in head. 
FOLLOWING SETS — SYNCHRONOUS — 
3 PHASE, 25 CYCLE, 220/440 VOLT — 
COMPLETE. 


1—ELECTRIC PRODUCTS 1500/750 amp- 
ere, 6/12 volts, 375 RPM. Exciter in 
head, 25 Deg. C. Serial #26174. 


1—CHANDEYSSON ELECTRIC 3000/1500 
ampere, 6/12 volts, 375 RPM. Exciter in 
head, 40 Deg. C. Serial #26174. 


POLISHING LATHES — NEW AND USED 

- CONSTANT AND VARIABLE SPEED, 
3 PHASE, 60 CYCLE, 220/440 VOLTS, 1 to 
20 H.P. — IN STOCK. 


REBUILT RECTIFIERS — GREEN — 
UDYLITE — GENERAL ELECTRIC — 
SELENIUM — 50 to 6000 ampere sizes, 
6/12 volt, with regulators, 3 phase, 60 cycle, 
220/440 volt. 


PLATERS BARRELS 
220 volt. 


3 phase, 60 cycle, 

6—Mechanical — Type, size 14” x 
36” and 18” 

4—Utility Platers. 

9—-CROWN BAIRD — LASALCO — 


size #1 and #2 — ball-burnishers. 
BAIRD — GLOBE — Oblique Tumblers. 
NEW SELENIUM RECTIFIERS, complete 
with instruments, starter and built-in Voltage 
Regulators - 
6—1500 ampere, 0-12 volts. 
5—1500 ampere, 5-12 volts. 


4—2000 ampere, 0-6 volts. 
ALSO AVAILABLE OTHER NEW AND 
USED POLISHING LATHES, BARRELS, 


RHEOSTATS, RECTIFIERS, FILTERS, 
BLOWERS AND GENERATOR SETS. 


WE CARRY A COMPLETE LINE OF NEW 
AND USED PLATING AND POLISHING 
EQUIPMENT AND SUPPLIES. 


CLINTON SUPPLY 
COMPANY 


112 South Clinton Street 
Chicago 6, Illinois 


FOR SALE 


Slightly Used 
BUFFS 


s 
Loose and Sewed 
a 


Any Quantity 


MICHIGAN BUFF CO.., INC. 
3503 GAYLORD AVE. 
DETROIT (12) MICHIGAN 











MAKE OWN BRITE ZINC DIP 


You can save at least 200% with our tested and 
proven formula. Produces beautiful chrome-like tar- 
nish resistant finish. Guaranteed to equal the best 
preparations available. Most chemicals required now 
in your shop. Formula and mixing instructions $25.00. 
Address: December 4, care Metal Finishing, 11 West 
42nd Street, New York 36, N. Y. 








PLATERS AND ANODIZERS 


Amps. Volts RPM Make Primary 
125 72 Elec. Prod. 

300 72 Chandeysson 

750 6 1150 H. V. W. 72 HP, 230 VDC 
1000 12 850 H. V. W. 


20 — 
1500/750 8/16 900 Elec. Prod. 20 HP, 550V, 3/60 
2000 12 900 H. V. W. 40 HP, 220V, 3/60 


2000 30 900 Gen. Elec. 100 HP, 440V, 3/60 
5000 6 Munning- 
Optimus 
RECTIFIERS 
100 0/6 Green 115 V., | phase, 60 cy. 
1000 6 Green 485 V., 3 phase, 60 cy. 
2000 6 Green 485 V., 3 phase, 60 cy. 


MOTOR REPAIR & MANUFACTURING CO. 


1555 HAMILTON AVE., CLEVELAND, OHIO 














FOR SALE 


Available for Immediate Delivery 
* 
REBUILT AND GUARANTEED 
EQUIPMENT FOR 
e@ POLISHING e@ ELECTROPLATING 
e@ SPRAYING e@ METAL FINISHING 
a 


Motor Generator Sets, Rectifiers, Wood 
Steel, Lead Lined and Rubber Lined 
Tanks, Steam Boilers, Rheostats, Polish- 
ing, Bufting and Grinding Machines and 
eee needed for a modern metal 
finishing department. 


H & §$ 


EQUIPMENT & SALES CO. 


278 So. 9th St. at B’\way—Brooklyn 11, N. Y. 


EVergreen 7-3317 


IMMEDIATE SHIPMENT 
ATTRACTIVE VALUES 


THE FOLLOWING EXCELLENT REBUILT AND 

GUARANTEED ELECTROPLATING MOTOR 

GENERATOR SETS AND RECTIFIERS, WITH 
FULL CONTROL EQUIPMENT: 


1-—7500/3750 Amp., 6/12 V., A. P. Mun. 
ning “Optimus.” Sep. Exc. 

1—6000 Amp., 2-6 V., Jantz & Leist. Se; 
Exc. 

1—6000/3000 Amp., 6/12 V., 
Synch. Mtr., Sep. Exc. 

1—5000/2500 — 6/12 V., H-VW-M Co. 


Bogue. 


Synch. Mtr., Exc.-in-head. 
1—5000/2500 Amp., 6/12 V., Eager Elec- 
tric Co. Sep. Exc. 


1—2000/1000 Amp., 6/12 V., A. P. Mun. 
ning “Optimus.” 


1—2000/1000 Amp., 6/12 V., H-VW-M Co. 
Synch. Mtr., Exc.-in-head. 
1—1500/750 Amp., 6/12 V., H-VW-M Co. 
1—1500/750 Amp., 12/24 V., H-VW-M Co. 
Synch. Mtr., Exc.-in-head. 
1—1000/500 Amp., 6/12 V., Chandeysson 
Electric Co. Synch. Mtr. Exc.-in-head. 


1—4000 Amp.. - V., Chandeysson ‘ne. 
dizer. Sync . Mtr., Exc.-in-head 
automatic cc onirs ls. 


2—1000 Amp., 30 V., 
Exc.-in-head. 

1—1000 Amp., 40 V., Chandeysson Ano- 
dizer. Synch. Mtr., Exc.-in-head. 

1—500 Amp., 40 V., “M.G.C.” Anodizer. 
Exc.-in-head. 

1—400 Amp., 40 V., “M.G.C.” Anodizer 
Exc.-in-head. 


1—500 Amp., 25 V., Chandeysson 25 Deg. 
Anodizer. Synch. Mtr. Exc.-in-head 


Ideal Anodizers. 


5—Green Selectroplaters, 1800 Amp., 12 
V., for 220/3/60 A.C. 


1—General Electric Co. Copper Oxide 
Rectifier, 2000 Amp., 6 V.., 20/3 
60 A.C. 

2—Udylite-Mallory Rectifiers, 1440/720 
Amp., 6/12 V., tor 220/440/3/60 A.C 


4—General Electric Copper Oxide Rect 
fiers, 500 Amp., 6 V.. for 220 


A.C. 
—SPECIAL— 
2—No. 101 Production Pipe Polishing Ma 
chines. 


PHONE, WRITE, WIRE 


M. E. BAKER COMPANY 


25 WHEELER STREET, CAMBRIDGE 38, MASS. 
Kirkland 7-5460 
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ADVERTISING RATES 


Per column inch per insertion 








ELECTROPLATING 
POLISHING 





l time - - - $8.50 RUST PROOFING 
Fommmeres READY-REFERENCE SECTION fmemees 
6 times - - - 7.50 ANODIC TREATMENT 


Yearly (12 times)» 7.00 —USED EQUIPMENT AND SUPPLIES— ssh 









6/12 VOLTS 
ib 1—10000 A HVW 212/10 V. 
1—10000 A J-L 212/10 V. 

§ 1— 7500 A North. 212/10 V. 
iq 1— 5000 A HVW 6/12 V. 

1-- 2500 A Chandey. 6/12 V. 
1— 1500 A HVW 6/12 V. 

i— 800 AHVW 6/12 V. 

1— 600 A Eager 6/12 V. 

4 1— 500 A Chandey. 12 V. 

fe 1— 300 A Hobart 6 V. 

1— 200A Boissier 6 V. 

i— 200A U. §. 12 V. 

I— 150 A HVW 6 V. 

3— 125 A Hobart 6 V. 

1— 120A Eager 712/15 V. 
I— 100 AHVW 6 V. 











PRICED TO SELL! 


MOTOR GENERATORS 1 vese cusranree 
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15 TO 28 VOLTS 


1000 A G.E. 15 V. 
25 A Diehl 25 V. 
100 A G.E. 28 V. 
200 A West. 28 V. 
500 A G.E. 28 V. 
800 A G.E. 28 V. 
1500 A Cent. 28 V. 
2500 A Cent. 28 V. 


30 TO 60 VOLTS 


100 A G.E. 32 V. 

200 A West. 32 V. 
1000 A Cent. 32 V. 
1000 A Chandey. 40 V. 
1250 A Cent. 45 V. 

ts & GE. 506 ¥. 

325 A West. 50 V. 
1500 A G.E. 50 V. 
1000 A G.E. 60 V. 
1000 A G.E. 75 V. 


D, Inc. 


CAnal 6-6976 











Plating Generators 
for Sale 


USED 1000-ampere, 6-volt, or 500-ampere 
12-volt L-Hommedieu, self-excited Genera- 
tor, direct connected to a new 10 HP 60- 


cycle, 3-phase Westinghouse induction 
motor, speed 1150 RPM _ with control 
board 220/440 volt — $900.00. Price on 


above—-NEW—approximately $2,000.00. 


USED 1500—ampere 6-volt or 750- 
ampere 12-volt Electric Products, separ- 
ately excited Generator, direct connected 
to a used 15 HP 60-cycle, 3-phase 220 
440 volt Westinghouse induction motor, 
speed 900 RPM with control board — 
$1,500.00. 
Price on above—NEW — $3,139.00 


Used 1000-ampere 6-volt or 500-ampere 
12-volt Electric Products, separately ex- 
cited generator, direct connected to a used 
10 HP 60-cycle, 3-phase 220/440 volt 
Electric Products Synchronous’ motor, 
speed 900 RPM, with control board — 
$1,250.00. 
Price on above NEW — $2,509.00. 


1—Used only a few months, 500-ampere, 6- 
volt, separately excited Chandeysson 25- 
; DEGREE GENERATOR, direct connect- 
& ed to a 5 HP 60-cycle, 3-phase, 220-volt, 
F 25-degree Synchronous motor, speed 873 
RPM, complete with control board: ma- 
; . chine so new that generator brushes are 
é not fully seated — $1,000.00. 
Price on above NEW — $1,864.00. 














SSDOLLARSS$ 


DO YOU HAVE DOLLARS STACKED 
UP IN YOUR PLANT IN THE FORM 
OF USED PLATING BARRELS & 
TUMBLING EQUIPMENT? IF YOU 
HAVE THEN WHY NOT PUT THEM 


TO WORK. 


WIRE OR PHONE: 


BAKER BROS., Inc. 


564 E. FIRST STREET 
SO. BOSTON, MASS. 
SO. 8-9290 








PLATERS AND RECTIFIERS 


MOTORS, GENERATORS, 
TRANSFORMERS 

















ARE YOU SEEKING A 
GOOD BUY IN 


REBUILT AND 
GUARANTEED EQUIPMENT? 


THESE UNITS ARE PRICED 
RIGHT FOR QUICK SALE 


1—COMPLETE CHROME ANODIZING 
UNIT CONSISTING OF: 1000 AM- 
PERE 40 VOLT CHANDEYSSON MO- 
TOR GENERATOR SET, 3 FIFTEEN 
FOOT TANKS, 2 TWELVE FOOT 
TANKS, ONE SEALING TANK, ONE 
DRYING TANK, STEAM COILS, COOL- 
ING COILS, THERMOSTATS, ETC. 

2—Semi-Automatic Buffing Machines Acme 
A2D two spindle, one with following 
attachment. 

1—Semi-Automatic Buffing Machine Acme 
4 spindle. 

2—Hammond 3 H.P. Belt Driven Buffing 
Lathes. 

4—U.S. Electrical Tool 5 H.P. Variable 
Speed Buffing Machines. 

1—Devine Variable Speed 5 H.P. Buffing 
and polishing machine. 

1—Crown Tumbling Barrel Two Compart- 
ment 44” x 36” wood lined complete 
with 3 H.P. Motor and Controls. 

3—Baird =1C, 2C and 2 D Tilting Tumblers 
leg type with wood or steel octagon 
tubs. 

2—Abbott Horizontal Tumblers 36” diame- 
ter wood I’ned with 3 Horsepower gear 
reduced drives. 

1—General Electric Copper Oxide Rectifier 
1250 amperes 9 d.c. volts complete with 
a separate regulator control. 

4—H.V.W. (Westinghouse) 500 ampere 6 
d.c. volts rectifiers with controls. 

1—Metalwash Dryer and Conveyor 44 Feet 
Long. 

GENERATORS 

1—Chas. J]. Bogue 5000/2500 Amp. 8 16 
d.c. volts, Fairbanks Morse 50 H.P. 400 
RPM, 3/220/60/AC. motor. 

i—Chandeysson 2500 Amp. 12 D.C. Volts, 
Chandeysson Synchronous 50 H.P. 400 
RPM, 3/220/60/AC motor. 

I—H.V.W. 2500/1250/ Amp. 6/12 d.c. 
volts G.E. 25 H.P. 570 RPM 3/220/60 
AC moor. 

1—Bennett O'Connell 2000/ 1000 amp. 6/12 





¢ NEW LATEST STYLE 1000-ampere, 6- : 
is volt or 500-ampere 12-volt Electric Prod- 1 — 1500 H.P. oa volts, 20 H.P. 850 RPM 3/220 60 
oy ucts, separately excited Generator direct Bought and Sold LX. motor. 
bs connected to a new Electric Products 10 New and Rebuilt 2—Optimus 1500750 Amp. 6/12 d.c. volt 
g HP 60-cycle, 3-phase, 220/440 volt Syn- C.E. 15 HP 1140 RPM 3 /220/440/60 
#4 chronous motor, speed 720 RPM, with ELECTRIC EQUIPMENT CO. AC ie 
ta control board (in original crate) — PYota 14317 en E| mo ""p d 150 A 40 DC 
ee $2,000.00. Siceneans ——Electric Products mp. A. 
i Price on above NEW — $2,509.00. Volts Reliance 50 HP 1150 RPM 
itd NEW LATEST STYLE 2500-ampere 6- 3/440 60’AC motor 
BS volt, or 1250-ampere 12-volt Chandeysson We euanuischon Buffing ol Polishing 
ay separately excited Generator, direct con- : Mn 
iE nected to a new Chandeysson 25 HP 60- H-VW-M RH EOSTAT Machines, Tank Rheostats, Jeweler’s Tum- 
. cycle, 3-phase 220/440 volt Synchronous blers, Tank Cathode Rod Agitators, Platin 
Ce motor, speed 600 PM, with control ; 
e Soa _P84819.00. * om Parra FOR SALE Tanks (all kinds), Filters, etc. Write for 
. 2 All used machines in excellent condition, full 1 ‘+ 2000 A th i literature. 
4 mmutators and the price for comparable unit 2 mps. with ampmeter anc 
nachines cannot be obtained elsewhere. shunt. voltmeter 15 volt 7 stece, 50 “IF IT’S METAL FINISHING EQUIPMENT 
* e new 2500-ampere Chandeysson machine 7 4 — = nS ee ed AND SUPPLIES, WE HAVE IT” 
= Sits standard price; however, can be deliv- 100, 200, 400, 400, 400, 400 Amps. 
/ "m “ed immediately and not 4 months or longer. 
x neces all f.o.b. Chicago and subject to prior GREENSBORO LOOM REED CO., INC. . 2 
. Bi a Office & Shrowroom Facto & Warehouse 
@ SEORGE A. STUTZ MFG. COMPANY Greensboro, N. C. 182 Grand Street a9 teh Street 
D@ 641-47 CARROLL AVE., CHICAGO 12, ILL. CAnal 6-3010-1-2 EVergreen 8-3895 
¥ 
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ADVERTISING RATES 


Per column inch per insertion 
1 time - $8.50 
a 8.00 
6 times - - - 7.50 
Yearly (12 times) 7.00 


READY-REFERENCE SECTION 


—USED EQUIPMENT AND SUPPLIES— ate 


ELECTROPLATING 
POLISHING 
RUST PROOFING 
CLEANING 
ANODIC TREATMENT 





COPPER CYANIDE 
ZINC CYANIDE 
SODIUM CYANIDE 


ALSO 


NICKEL SULFATE 
IMPORTED AND DOMESTIC GRADES 


Prompt delivery from warehouse stocks. 


IRITOX CHEMICAL COMPANY 
5 UNION SQUARE WEST 
NEW YORK 3, N. Y. 








EQUIPMENT | 
FOR SALE 


1—25 H.P. Gas Fired Boiler 


with automatic controls for 
4 tanks. 

10—H-VW-M 500 Amp. 6 Volt 
Rectifiers. 


1—550 Gallon Chrome tank 
with exhaust blower and 
moisture extractor. 


3—5 H.P. Polishing Lathes. 


The above equipment used 
very little. 


RAWAC PLATING CO. 
125 N. BELL AVE. 
SPRINGFIELD, OHIO 





JOB SHOP FOR SALE 


quis r plating silver, copper, brass, nickel and 
cadmiun N mpetition in city of 100,000 popula 
i ilver refinishing. Excellent opportunity for 
man wh in personally operate shop. Will sell shop 
et up or equipment below market price. Address 


HARRIS’ JEWELRY G PLATING 
806 W. Park Albuquerque, New Mexico 











FOR SALE 
Complete Chrome Anodizing Equipment 











EQUIPMENT 
FOR SALE 


2—Rectangular steel tanks, 72” long x 24” 
wide x 32” deep. One tank, no openings; 
other has 114” plug drain. Price $60.00 
each. 

1—Steel tank 30” long x 18” wide x 48” 
deep, lined with 87 antimonial lead. Hood 
attached to tank. Price $180.00. 














EQUIPMENT FOR SALE 


1—Udylite 1440 Amp. 6 volt rectifier, with 
controls, Input 220 volt, 60 cycles. 
2-—Industrial filters with tank 12x28 inches 
for Cyanide solution — $300.00 each. 
1—Rubber lined tank, repaired but in good 
condition, 8’ x 42” x 42” — $250.00. 
1—150 HP low pressure Pacific boiler, style 
6052 with 500 pound stoker, 300 gallon 




















1 Motor Generator set, 500 Amp, 40 volt, 220/440 1—Udylite Handiplater complete, less motor. condensate tank and pump with 50 ° 30 
phase Price $130.00 stack automatic water control—$1500.00 
tank, 26” wide x 42” deep x 10 ft. long é 7 ae » 
. Above equipment is new and never used. A LARGE NUMBER OF — 
1 s, 10 ft. lon F.O.B. Dubuque, Iowa, subject to prior sale. Write or wire us your, needs. 
4 — 8 Steel lined tanks, 10 ft. long for dyeing Address: December 1, care Metal Finishing, CITY PLATING Co. 
pa egg 11 West 42nd Street, New York 36, N. Y 
Address: December 2, care Metal Finishing, 11 West ’ ’ : - . . 
12nd Street, New York 36, N. Y 1026 Shelby St. Indianapolis, Ind. 
CHEMICAL ENGINEER PLATING SUPERVISOR FINISHING FOREMAN 
Se ee oe eae. ee SITUATION WANTED—Ten years experience in SITUATION WANTED—Have thirteen years 
rigbooe ccna eae Fm ahr Vy S. Experience in plating industry, both in jobbing and manufacturing, experience and analyze all solutions. Have 
ides anal and testi f all types of plates and overing most phases in plating. Supervisory capa plated all metals and run large job shop and 
iting solutions and solution trouble-shooting. De ; a eae oe eee — — factories. Am familiar with all manufacturing 
» prove rducatione packgrounc e ars > n . 
ires techni al position in some phase of the metal chaptcill aaiatnal ane sos Daan coca of tenons operations of the holloware, lamp, novelty, 
pipes inn ck A “aa pl ST apa ae se Chemistry and Metallurgy. Address: December 7, jewelry and auto parts fields. Address: Decem- 
aiatal Finishing. 11 ast don “years LI tc care Metal Finishing, 11 West 42nd Street, New ber 8, care Metal Finishing, 11 West 42nd 
6, N.Y en me Street, New York 36, N. Y. 








ELECTROPLATER AND CHEMIST 
SITUATION WANTED — Desire to make a 
new connection. 15 years extensive experi- 
ence in most phases of electrodeposition, elec- 
troforming, metal finishing, plating plastics 
and related fields. Can efficiently handle pro- 
duction and men. Furnish best of references. 
Address: November 5, care Metal Finishing, 
11 West 42nd Street, New York 18, N. Y. 


FOREMAN PLATER 


SITUATION WANTED—I have had many years ex- 
perience in the costume jewelry and novelty trade. 
Can make up and maintain all solutions and am well 
experienced in and can supervise polishing detail. 
Have worked with all base metals. Will work in 
executive or working capacity. Address: November 3, 
care Metal Finishing, ti West 42nd Street, New 
York 18, N. Y. 


CHIEF CHEMIST — METALLURGIST 


SITUATION WANTED—Thoroughly expe- 
rienced in all branches of treatment and sur- 
face finishing of metals, and very successful in 
supervision, production and inspection. Desire 
position in production supervision and control. 
Address: September 10, care Metal Finishing, 
11 West 42nd Street, New York 18, N. Y. 


mee 





———m 





ELECTROPLATER FOREMAN 


SITUATION WANTED—Desire position with reput- 
able concern. Have both technical and practical expe- 
rience. Can maintain all types of plating baths. 
Prefer metropolitan area. Address: November 2, care 
Metal Finishing, |! West 42nd Street, New York 18, 
a. We 


FOREMAN PLATER 


SITUATION WANTED—Have had many years ex- 
perience and am thoroughly familiar with mixing and 
maintaining all solutions and analyses. Address: 
November 4, care Metal Finishing, Iti West 42nd 
Street, New York 18, N. Y. 


POLISHER 


SITUATION WANTED—Polisher on all metals, '"- 
cluding plumbing, chandeliers, hardware, with many 
years experience, desires defense work. Address Phi 
isher, care Metal Finishing, 11 West 42nd Street, 
New York 18, N. “, 
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“ADVERTISING RATES 


Per column inch per insertion 
$8.50 
8.00 
7.50 
7.00 


1_ time 
3 times 
6 times 
Yearly (12 times) 


READY-REFERENCE SECTION 


—CLASSIFIED ADVERTISING— ETC. 











SITUATI t) NS OPEN 





ELECTROPLATING 
POLISHING 
RUST PROOFING 
CLEANING 
ANODIC TREATMENT 














"DISTRICT SALES MANAGERS 
NEW ENGLAND - MIDDLE ATLANTIC 


To market metal treating compounds: 
phosphating materials, cleaners, rust 
removers, strippers. 

We want aggressive men with a solid 
technical background and good contacts 
in manufacturing plants. The competi- 
tion is tough, but you will be selling a 
superior product. Excellent opportunity 
with growing organization. Please write 
fully—all replies will be held in strict 
confidence. 

Sales Manager, OCTAGON PROCESS, INC., 
15 Bank Street, Staten Island 1, N. Y. 





SALES 
REPRESENTATIVE 


SITUATION OPEN—Salesman want- 
ed for Chicago and Midwest territory 
by old established manufacturer of com- 
plete line of electrop!ating and polishing 
equipment and supplies. Excellent op- 
portunity for experienced man. Our 
men are acquainted with this adver- 
tisement. State experience, age, educa- 
tion and salary expected. Address: 
December 3, care Metal Finishing, 11 
West 42nd Street, New York 36, N. Y. 





SALES 
REPRESENTATIVE 


SITUATION OPEN—An established manu- 
facturer of metal finishing equipment and sup- 
plies is seeking a man qualified to represent 
them in western Pennsylvania, headquarters 
in or near Pittsburgh. 

In replying give age, marital status, employ- 
ment history and other pertinent data. Include 
recent snapshot. 

This is an excellent opportunity. Information 
will remain strictly confidential. 

Address: December 5, care Metal Finishing, 
11 West 42nd Street, New York 36, N. Y. 














SALESMAN 


SITUATION OPEN—Salesman wanted for 
NEW PATENTED BUFF with unique pock- 
ted construction and exceptional proved per- 
formance. We back you up with solid sales 
points, literature and leads. Your territory is 
| protected and you can carry supplementary 
ines. If you have a following among quantity 
isers of buffs on automatic and semi-automatic 
achines, you can earn steady commissions on 
years of repeat business with this high volume 
item. Write for full details. 


ELI SANDMAN COMPANY 
P.O. Box 801 Worcester 3, Mass. 
Telephone 3-0175 








CHEMIST OR 
ENGINEER 


SITUATION OPEN—Permanent posi- 
tion for experienced chemist or engineer 
in research laboratory of growing, pro- 
gressive organization in Los Angeles, 
Calif. Must have good plating and 
technical background and ability to 
work on new development program 
with minimum supervision. Transporta- 
tion expenses arranged. Salary open. 
Send full details in first letter. 

SURFACE ALLOYS, INC. 


5835 West 98th St., Los Angeles 45, Calif. 


SALESMEN 


SITUATIONS OPEN — Manufacturers’ 
Agents wanted in certain areas to sell 
McKEON’S “ZINC BRITE,” world’s most 
effective cleansing and purifying agent for 
cyanide zinc plating solutions. Liberal com- 
mission. Excellent cooperation. 


SULPHUR PRODUCTS CO. 
Greensburg 7, Pa. 














CHEMISTS 


SITUATION OPEN—Chemists with mini- 
mum five years experience in phosphating, 
alkali cleaners, emulsion cleaners. For research 
and development with growing organization. 
Excellent opportunity for capable men. Write 
to: Research Director, OCTAGON PROCESS, 
INC., 15 Bank Street, Staten Island 1, N. Y. 











_CONTRACT FINISHING PLANTS — 


























Over 20 years of 
specialized experience 


bulk 


chromium 
plating 


Assistance on 
plating problems 





screws, rivets, bolts, washers, eyelets, fasteners, small stampings, 


shells, turnings, wire items, etc. 


ZINC, cadmium, copper and nickel plating (rack and bulk) 


Specialists on inside anode plating of primer tubes, bomb fuse parts, components with deep recesses and 
intricate design. During World War Il, we produced for many manufacturers within a 500-mile radius, 
tons of plated parts on daily schedules. Ample facilities, special automatic equipment and an organization 
of 285 trained personnel. 


specification plating 


Technicians check thickness and corrosion resistance tests by magna-gage, microscopic examination and 
salt spray. Samples plated free. 


THE CHROMIUM PROCESS COMPANY, 251 Canal Street, Shelton, Conn. 








PRECIOUS METAL PLATING 
| TO 
‘GOVERNMENT SPECIFICATIONS 


GOLD INDIUM 
PALLADIUM RHODIUM 
SILVER ALBALOY 


M-W LABORATORIES, INC. 
1824 Milwaukee Avenue 
Chicago 47, Illinois 








Truly—Three Great Finishes!! 


CHROMIUM - UDYLITE 
SHERARDIZING 


For over a quarter of a century build- 
ing and installing portable sherardizing 
furnaces and equipment; metal finishing 
and plating. 

We invite your inquiry. 


THE NATIONAL SHERARDIZING & 
MACHINE CO. 

& FACTOKY: HARTFORD, 

Foreign Representatives— 

Oliver Bros., Inc., 417 Canal St., N. Y. City 


OFFICE CONN. 











Send For Our List 
of 
BOOKS 
ON 
FINISHING 


FINISHING PUBLICATIONS, INC. 
11 West 42nd Street 
New York 18, N. Y. 
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SUPPLIERS ie 





PICKLING 


Acme Manufacturing Co. 
400 E. 9 Mile Rd., Detro 
Allied Research Products, Inc. 
4004 E. Monument St., Baltimore 5 
Almco Div., Queen Stove Works, Inc. 
Albert Lea, Minn 
Alrose Chemical Co. 
Providence, R. | 
Alsop Engineering Corp. 
404 Bright St., Milldale, Conn 
Alter Co. 
1706 Rockingham Rd., Davenport 6 
Americon Hard Rubber _ 
North St New Yo 13 
pmeteun Platinum Works 
231 New Jersey R. R. Ave., 
Apothecaries Hall Co. 
Waterbury 88, Conn 
Armour G&G Co., Coated Abrasives Div. 
North Benton Road, Alliance, Ohio 
Atlas Mineral Products Co. 
Mertztown, Pa 
Automotive Rubber Co., Inc. 
8607 Epworth Blvd., Detroit 4, Mich. 
Bacon Felt Company 
Taunton, Mass. 
Baird Machine Co., The 
Stratford, Conn. 
Boker G Co., Inc. 
113 Astor St., Newark 5, N. J. 
Baker, M. E. Co., The 
25 Wheeler St., Cambrid 
Baker Bros., Inc. 
142 Oliver St., 
Bart-Messing Cor 
229 Main St., 


O (Ferndale) 


Md. 


lowa 
N.Y 


Newark 5, N. J. 


ge, Mass 
Boston 10, Mass 


elleville 9, N. J 


10 


, Mich. 
83, 90 


112 


110 


15 
32 


22 
120 
121 


Inside Back Cover 


EQUIPMENT 





PLATING 


Ferro Enamel Corp. 
4150 E. 56th St., Cleveland 5, 
Formax Manufacturing Co. 
3171 Bellevue, Detroit 7, Mich. 
General Electric Co. 
Schenectady 5, N. Y. 
Grav-i-Flo Corp., The 
Dept. M.F., 400 Norwood Ave., Sturgis, Mich. 
Green Electric Co., W., Inc. 25 
130 Cedar St., New York 6, N. Y. 
Guaranteed Buff Co., Inc. 112 
20 Vandam St., New York 13, N. Y. 
Gumm Chemical Co., Inc., Frederick 
Inside Front Cover 
538-542 Forest St., Kearny, N. J. 


Ohio 
34 


H G S Equipment & Sales Co. 120 
278 So. 9th St., Brooklyn 11, N. Y. 
Haas Miller Corp. 106 
Fourth G Bristol Sts., Philadelphia 40, Pa. 
Hamilton Emery & Corundum Co. 113 
Chester, Mass. 
Hammond Machinery Builders, Inc. 
1601 Douglas Avenue, Kalamazoo, Mich. 
Handy & Harman 
82 Fulton St., New York 7, N. Y. 
Hanson-Van Winkle-Munning Co. 7, 48 
Matawan, N. J. 
Hardwood Line Mfg. Co. 33 
2022 No. California Ave., Chicago 47, III. 
Harrison & Company, Inc. 
Haverhill, Mass. 
Harshaw Chemical Co. , The 23 
1945 East 97th St., Cleveland 6, Ohio 
Hartford Stee! Ball Co., The 113 
Hartford 6, Conn. 
Haveg Corporation 
Newark 68, Del. 
- Ge., Jacob 107 
014 W. Parker Ave., Chicago 39, 
Heil Process Equipment Corp. 112 


Beam Knodel Co. 102 
195 Lafayette St., New York 12, N. Y. 
Behr-Manning Corp. 14 
Troy, N. ¥ 
Belke Manufacturing Co. 13, 105 | 
947 N. Cicero Ave., Chicago 51, Ill 
Belmont Smelting & Refining Works, Inc. 20 
304 Belmont Ave., Brooklyn 7, N. Y 
Blakeslee & Co., G. S. 91 
Chicago 50, II 
Broadway Rubber Corp. 
Louisville 2, Ky 
Buckeye Products Co., The 
7033 Vine St., Cincinnati 16, Ohio 
Buckingham Products Co., The 
14100 Fullerton Ave., Detroit 27, Mich. 
Carborundum Company, The 
Niagara Falls, N. Y 
Ceilcote Co., The 113 
-leveland 9, Ohio 
Chamieat Corp., The 110 
54 Waltham Ave., Springfield, Mass 
Chromium Process Co., The 123 
Shelton, Conn 
Clinton Supply Co. 120 
112 S. Clinton St., Chicago 6, IIl 
Coated Coil Corp. 36 
33 West 30th St., New York 1, N. Y 
Codman Co., F. L. & J. C. 
Rockland, Mass 
Columbia Electric Mfg. Co. 100 
4539 Hamilton Ave., Cleveland 14, Ohio 
Cowles Chemical Co. 9 
Cleveland 3, Ohio 
Crown Rheostat & Supply Co. 17 
3465 N. Kimball Ave., Chicago 18, Ill 
pone Plating Barrel & Supply ‘am 28 
9 Oliver St., Newark 5, N. 
Derco Department, Atlas a Co. 88 
60 East 42nd St., New York 17, N. Y. 
Davies Supply G Mfg. Co. 41 
2315 Delmar Blvd., St. Louis 3, Mo. 
Davis-K Products Co. 38 
54 West 22nd St., New York 10, N. Y 
Dayton Bright Copper Co. 111 
1030 Valley St., Dayton 4, Ohio 
Detrex Corporation 
Box 501, Detroit 32, Mich 
Detroit Chemical Specialties Inc. 103 
101 S. Waterman, Detroit 17, Mich. 
Diamond Alkali Company T2 
Cleveland 14 hio 
pireeey Corp., The 16 
20 Roscoe St., Chicago 13, Ill. 
pinen & Rippel, Inc. 113 
Kingston, N. Y. 
Dulite Chemical Corp. 84 
110 River Road, Middletown, Conn 
DuPont, de Nemours, E. |. & Co., Inc. 39 
Wilmington 98, Del 
Edmont Mfg. Co. 
276 Walnut St., Coshocton, Ohio 
Electric Equipment Co. 121 
63 Curlew St., Rochester, N. Y 
Electric Products Co. 
5 Clarkstone Road, Cleveland 12, Ohio 
Electrofilm Corp. 101 


16 Laurel Canyon Blvd 
wa Products, Inc. 


4 Pearl St., New York 38, N. Y 
Enthone, Inc. 
442 Elm St., New Haven, Conn 


Exolon Company, The 
945 E. Niagara St., Tonawanda, N. Y. 
Federated Metals Div., American Smelting & 
Refining Co. 
120 Broadway, New York 5, N. Y. 


No. Hollywood Cal. 





| National Sherardizing & Machine Co., Inc 
Hartford, Conn. 
Nelson Chemicals Corp. 
12345 Schaefer - ap Detroit 27, Mich. 
New Jersey Metals C 
712 Rockefeller St, ’ Elizabeth ae oe 


| Motor Repair & ‘Mfg. Co., The 


| Mutual Chemical Co. of America 


12901 Elmwood Ave., Preveland 11, Ohio 
Henderson Bros. Co., The 94 
135 S. Leonard St., Waterbury, Conn. 
Holland, J. & Sons, Inc. 107 
274 S. Ninth St., Brooklyn, N. Y. 
Hull, R. 0., & Co., Inc. 
1301 Parsons Court, Rocky River 16, Ohio 
Hupp Corp., Globe Stamping Div. 96 
250 W. 76th St., Cleveland 2, Ohio 
Hussey G Co., C. G. 93 
Pittsburgh 19, Pa. 
Illinois Water Treatment Co. 92 
856-10 Cedar St., Rockford, Ill. 
Imperial Plating Rack Co. 98 
1613 Industrial Ave., Flint, Mich. 
Industrial Filter G Pump Mfg. Co. 81 
5906 Ogden Ave., Chicago 55, Ill. 
International Nickel a gar Inc. 27 
67 Wall St., New York 5, N. Y. 
International Rectifier Corp. 
6809 S. Victoria Ave., Los Angeles 43, Calif. 
Kalamazoo Tank & Silo Co. 
634 Harrison St., Kalamazoo, Mich. 
Kirk &G Blum Mfg. Co., The 
3159 Forrer St., Cincinnati 9, Ohio 
Knapp Mills, Inc. 
23-15 Borden Ave., 
Kocour Company 
4802 S. af ae Ave., Chicago 32, Ill 


Lend, i. J., 
146-148 od St., New York 13, N. Y. 
St. Louis 4, Mo. 


Lasalco, Inc. 
Front Cover 


105 
Long Island City, N. Y. 
111 


121 
2818-38 Lasalle St., 


Lea Manufacturing Co. 
16 Cherry Ave., Waterbury 86, Conn. 


Lewis Electrical Mfg. Co. 108 
1943 Walton Ave., New York 53, N. Y. 

L’Hommedieu, Chas. F. & Sons Co. 5 
4521 Ogden Ave., Chicago, III. 

MacDermid, Incorporated Back Cover 


Waterbury 88, Conn 
Magnus Chemical Co. 
11 South Ave., Garwood, N. J. 
Manhattan Rubber Division 8 
Raybestos-Manhattan, Inc., Passaic, N. J. 
New York 


Metal G Thermit 

100 E. 42nd St., 7, oY, 
Metallurgical Products Co. 
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be fitted easily into regular plating cycles. Write today for Alumon 


Process bulletin and technical data on how you can use 


Alumon Process 
Bonds Electrodeposits 
to Aluminum 


ELECTRODEPOSIT 


bis ate uk Tee 


ALUMON BOND 


* 
w &, 


CAST ALUMINUM BASE 


Photomicrograph of 
electroplated alumi- 
num showing high ten- 
sile Alumon Bond. 


Hi vices of manufacturers throughout the United States 
are now using electroplated aluminum. The Alumon process is simple. The work 
is merely cleaned, dipped in acid, dipped in Alumon and is then ready for 


electroplating with copper, nickel, and other metals. The process is suitable for 


plating most wrought and cast alloys ... The cost of using alumon is low, 


being less than half a cent per square foot of surface area treated. The process can 





electroplated aluminum for your products. 


Enthone.. 


442 Elm Street, New Haven, Conn. 
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ich soils 
are hardest 
fo remove? 


buffing compound residues 





pigmented drawing compounds 
oils and greases 


heat scale 


| tarnish 
rust, oxides from (} aluminum 
carbon smuts | steel (] magnesium 
flux residues | brass C} lead ' | 
rust preventives [|] copper (J zinc 


Can you electroclean brass without 
tarnishing? Do you find buffing compounds 
or carbon smuts hard to remove? Would 
you like to remove rust and oil in one 


cleaning operation? —You'll find real eff- 
Technical Service Representatives Located in 


ciency and economy in Oakite methods for ape sad 
. e Principal Cities of United States and Canada 


metal cleaning. Tell us your problem and 
let us send you the FREE booklet. ch prized INDUSTRIAL Clean, 


Te avic® 
OAKITE PRODUCTS, INC. eres . ee ee 


18 Thames St., New York 6, N. Y. 


Tell me (without obligation) about 
Oakite methods for removing the fol- 
lowing soils from the following metals: 
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[) ALSO send mea 
FREE copy of your 
booklet “Some good 


Company ee ae a Ae ee ee | 


om, Cees Ghy7 


things to know about 
Metal Cleaning.” e Address — , Se ee ee Se ae ee ee ne 
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USE ‘‘RELIANCE’’ PRODUCTS FOR 


ECONOMY : EFFICIENCY : DEPENDABILITY 
WRITE FOR FURTHER DETAILS 








=23A 
POLISHING LATHE 


OBLIQUE 
TUMBLING BARREL 





EXTRUDED COMPOSITIONS 
STANDARD SIZE 
2x 2x 10” 





NUWAY BUFFS FOR 
FAST CUTTING 


BACKSTAND IDLER 


Chas. F. L°Hommedieu & Sons Co. 
MANUFACTURERS of 
Plating and Polishing Machinery 
Complete Plating Plants Installed 
Cc. B. Little 


Branches: 
Newark, N. J. 


Gen. Office and Factory: Cleveland 


W. R. Shields $521 Ogden Ave. aad 
Detroit, Mich. an 


Q. M. Shoe CHICAGO Los Angeles 


Philadelphia, Pa. 
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Lucite Ribless Plating Cylinder 
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PLATEMANSHIP 


H-VW-M's unique combination of: 







. .. the most modern and complete laboratory for testing 
and development 










. . ability to provide complete e ment and 
im ee H-VW-M 
moterials for every plating and polishing need 


y 
J 
. . the complete background of knowledge i 
and experience in every aspect 4 sieges : 
AND THE BBZ-200 PROCESS 
it PROVIDES 


ER GLI REO ORE DEF 





of plating and polishing 
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...it produces a bright deposit di- 
rectly from the barrel 


... it develops brilliant deposits over BBZ-200, is an exclusive 
a wide range of current densities H-VW-M development. Its use in plating 
solutions permits zinc-plated parts to come flashing bright 
from the plating barrel. Finished products and parts 
plated by the BBZ-200 process not only look brighter, 
they stay brighter longer, have higher resistance to 


... it eliminates need for subsequent 
bright dipping 


...it has unusual tolerance for im- 





: oes oxidation and tarnish. Low concentration of BBZ-200 
...it combines economy with sim- Brightener in the bath plus low consumption add up to 
plicity real economy in this outstanding process. 
... itreadily accepts conversion coat- Virtually all cyanide solutions can easily be converted 
ings and can be soldered with rela- to obtain the superior results obtainable only with the 
tive ease BBZ-200 Process. The process is a typical example of 





Platemanship—H-VW-M’s unique ability to meet and 
even anticipate every need of industry in all phases of 
pickling, polishing, buffing, anodizing and plating. 


FOR COMPLETE DETAILS ON THE BBZ-200 PROCESS, SEND FOR THE TECHNICAL BULLETIN 


HANSON-VAN WINKLE-MUNNING COMPANY, MATAWAN, NEW JERSEY 
PLANTS AT: MATAWAN, N. J. * ANDERSON, INDIANA © SALES OFFICES: ANDERSON * BOSTON © CHICAGO 
CLEVELAND * DAYTON © DETROIT * GRAND RAPIDS * MATAWAN © MILWAUKEE © NEW HAVEN 
NEW YORK © PHILADELPHIA * PITTSBURGH * ROCHESTER * SPRINGFIELD (MASS.) * STRATFORD (CONN.) * UTICA 


A UW " 


NDUSTRY’S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES + EQUIPMENT ¢ SUPPLIES 
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MANHATTAN RUBBER LINED TANKS 


” 


“Manhattan linings don't come loose .. . 


This is the first reason users give for selecting Manhattan to rubber 
line tanks, pipes, fittings and valves ... a permanent bond of rubber 


to metal. 


Manhattan rubber linings will expand and contract with the metal 
under temperature changes without separating. In fact, physical 
pull-tests show that Manhattan linings will break within themselves 
before they separate from the metal. This is the assurance you 
want... a job that is “Lined to Last”. 

There are, of course, other qualities that make Manhattan rubber 
linings your best investment, whether you are protecting chemical 


processes or electroplating equipment from corrosion and _ con- 





tamination. For full details write for Tank Bulletin MR 557 and 


Pipe Lining Bulletin 6907. 


RUBBER LINING PLANTS AT PASSAIC, N. J. AND NORTH CHARLESTON, S. C. 


MANHATTAN RUBBER DIVISION — PASSAIC, NEW JERSEY 


RAYBESTOS-MANHATTAN, INC. 


Manufacturers of Mechanical Rubber Products « Rubber Covered Equipment ¢ Radiator Hose ¢ Fan Belts ¢ Brake Linings ¢ Bro’ 
Blocks ¢ Clutch Facings @ Packings e Asbestos Textiles *© Powdered Metal Products ¢ Abrasive and Diamond Wheels ¢ Bowling B« 
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COWLES CHEMICAL COMPANY, 


METAL CLEANER DEPARTMENT 
» Cleveland 3, Ohic 
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CME pina 
Polishing nt Buffing Machine 
SY RS) Which ACME Automatic 


will give YOU lowest 
cost production? 


It depends . . . on the size, 
shape and material of the part you want to finish; 
on the production you require and on your plant 
space and layout. Acme Automatics include 
Straightlines, Indexing and Continuous Rotaries, 
with or without spindles, Semi Automatics and 
Special Machines. Each class of machine is built in 
a variety of types and sizes and may be equipped 
with varied special fixtures and accessory equipment 
to best meet the conditions involved in your specific 
job or jobs. Acme Automatics are versatile and their 
efficiency has been thoroughly proved in production 
for nearly half a century. Progressive Acme expe- 
rience and established performance record in this 
specialized field is a substantial assurance of lower 
production cost and dependability under production 
operation in your plant. 


CATALOGS ON REQUEST 


ROTARY 


STRAIGHT LINE , A ; 
SEMFAUTONAT ayy CME Manufacturing Lo. 
PolishingeBufting 2 oe ey) 1400 €. 9 MILE RD., DETROIT 20 (Ferndale) MICH. 


Machinery neceue/ Od, OF AUTOMATIC POLISHING AND BUFFING MACHINES FOR NEARLY HALF A CENTURY 
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SCINTILLA MAGNETO DIVISION 
OF BENDIX AVIATION CORPORA- 
TION USES UDYLITE EQUIPMENT 
AND PROCESSES TO SAFEGUARD 
VITAL AIRCRAFT IGNITION PARTS 


Spark of life to military aircraft—both jet and pro- 
peller driven—is the electrical system. Failure can 
be fatal, so the Scintilla Magneto Division gives the 
metal of ignition connectors a protective coating 
against rust and corrosion with Udylite plating 


equipment and processes. 


Here you have an example of how Udylite is helping 


beat the ploughshares of peace into the swords of 


/ 


THE © 


‘Udylite 






$ : 


CORPORATION 


DETROIT 11, MICHIGAN 
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PIONEER OF A BETTER WAY 





Udylite plating installation at Scintilla Magneto Divi- 
sion of Bendix Aviation Corporation showing ignition 
connectors of the Lockheed F-90 Fighter being processed. 


war. In defense weapons, ranging from side arms 
to submarines, you'll find that Udylite precision- 
plating is making an important contribution to 


national defense. 


If you have a defense job that involves metal 
finishing, your Udylite Technical Man can lend 
you the experience gained in World War II when 
Udylite developed new machines and methods for 
bettering the plating of the tools of war. Call him 
today and state your problems. Or write direct to 
The Udylite Corporation, Detroit 11, Michigan. 


There’s no obligation. 





IN PLATING 














































PHILADELPHIA 
PITTSBURGH 


1} CHICAGO 


MEMPHIS 
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HOUSTON 





STEPPING OUT 


Check DIAMOND ALKALI as a_ desirable 
source for your requirements for Chromic 
Acid and other basic chemicals. 

DIAMOND’s service to the metal plating 
industry steps out from nine sales offices 
spotted at points convenient to you across 
the continent. Diamonp’s Technical and 
Service Staff, with years of experience in 


chromium and other chemicals. is available 


NEW YORK 





TO SERVE YOU 


to help you with your plating room prob- 
lems in the use of Diamonp Chromic Acid. 

Diamond’s Chromic Acid — production 
facilities are being stepped up as rapidly 
as possible to meet expanded demand. 


Why not call your nearest DIAMOND sales 


office to discuss your present and future re- 


quirements for Chromic Acid, Caustic Soda 


and other chemicals. 


iti. 
DIAMOND 








DIAMOND CHROMIC ACID 









DIAMOND ALKALI COMPANY 


CLEVELAND 14, CBO 


CHEMICALS 
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Plating Racks for War Work 


Insure Profits thru-- 


UNIFORM PLATING. Avoids defects, conserves 
costly, hard-to-get plating metal. Saves plat-/ 
ing time. 





Zinc Plating large 
round castings, in- 
side anode—4-T Type 
Rack, insulated. 


9G: 














Cadmium Plating 
tracer ignition 
bodies, inside an- 
ode — 16-H 
Type Rack, 

insulated. / 


LABOR SAVING. Faster racking and unracking. + 
e 





MORE PIECES PER RACK. Belke design with re- 
placeable tips to keep every rack at full ca- 


pacity. 





LONG PLATING LIFE. Belke Better-Built construc- 
tion and lasting insulation. 





RESULTS TALK— 














| Cadmium Send sample part with plating specifications 
—., : iM. ‘a ° 
ign tie for recommendation or ask us to send a Service 
~ Cases, in- Engineer. 

y side anode N Anodizing Airplane En- 


i. —12-H Type 
Rack, insu- 
lated. 





gine Parts, 8-H Type Rack—fur- 
nished with or without insulation. 


















LV Type Rack—furnished with or with- 
out insulation. 





> Anodizing Airplane Engine Parts, = 

















Cadmium Plating Fuse 
liners, inside anode — 
15-R-5 Cradle Type Rack, 
nsulated. 
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Cadmium Plat- 
ing M-103 Fuse 
Bodies, inside an- 
ode — 12-H Type 
Rack, insulated. 





Zinc or Tin Plating Canteen Cups, in- 
side anode—8-T Type Rack, insulated. 


ee § Zee 








| Anodizing 
| small Airplane / 
re — UY 
| 42-R- ype 
| Rack—furnished 
| with or without Fuse Bodies, in- 
| insulation, side anode — 
—_—— a a 30-R-3 Type 

<a Rack, insulated. 























Cadmium Plat- 
ing Detonating 

















WORLD’S LARGEST MANUFACTURER 
OF PLATING RACKS 


BELKE MANUFACTURING CO. 


947 N. Cicero Ave., Chicago 51, Ill. 
EVERYTHING FOR PLATING PLANTS 
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IN BELT POLISHING 

























Polish a wide range of convex and concave 
surface diameters with the versatile BADER 
Belt Polisher. Manufactured and sold by 
Stephen Bader Co., Rockville Centre, N. Y. 


BEHR-MANNING ABRASIVE ENGINEERS, 
in cooperation with machinery manufacturers, are bring- 
ing new production savings to plants every day with 
new coated abrasive belt polishing techniques. Some of 








the machines and methods which are making these sav- 
ings possible are illustrated here. A BEHR-MANNING 
Abrasive Engineer will be glad to bring you up to date 
with demonstrations in your own plant or, better still, 
at the fully-equipped BEHR-MANNING Methods Room 


in your locality. Make a date now. Write today to Dept. 
MF-12. 


Polish |.D. Contours with the BUSH 
Yoke Sander. Manufactured and 
sold by Bush Manufacturing 
Company, Clawson, Mich. 


Polish small inside surfaces with 
the Belt Strapping Unit. 


BEHR-MANNING. 23332835 
@ SHARPENING STONES 
a CORPORATION 4 PRESSURE-SENSITIVE TAPES 
— Main Office and Plant: Troy, N. Y. 
ivision of NORTON Company Canada: Behr-Manning (Canada) Ltd., Brantford, On! 
Export: Behr-Manning Overseas, Inc., New Rochelle, N. Y. 
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of your plating operation you 
will want a copy of this Dia- 
phragm booklet. Discusses meth- 
ods and illustrates equipment. 
Ask your plating supply dealer 
or write direct. 


Meo 


RUBBER PROCESSORS 


AUTOMOTIVE RUBBER CO. 
INCORPORATED 


DETROIT © HOUSTON 


' @ Regardless of the type or size 
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FOR PLATING STEEL 





UNIQUE CLEANERS IMPROVE RESULTS—SAVE MONEY 


a No. 909 and No. 12 are two 
outstanding cleaners specially developed 
to provide superior finishes on steel sur- 
faces through better, more thorough clean- 
ing performance. 


No. 909 and No. 12 are easily applied 
to a variety of different cleaning routines. 
No. 909 is a unique heavy duty soak tank 
cleaner. No. 12 is an electrocleaner for 
both direct and reverse current. The fol- 
lowing case history is typical of the results 
you can expect through the application 
of Diversey No. 909 and No. 12. 


TUBULAR STEEL FURNITURE 
CASE HISTORY 


PROBLEM: To clean polished steel tubu- 
lar furniture prior to bright nickel and 
chromium electroplating. 


FORMER PROCESS: Included mineral 
spirits soak, handwipe, spray wash, 
alkaline soak and two electrocleaning 
operations. Six men, working steadily, 
were required. 


PRESENT PROCESS: Includes Diversey 
No. 909 soak, and Diversey No. 12 
reverse current electroclean. 


RESULTS: The Diversey Process com- 
pletely removes oil and grease from the 
inside of the tubes, avoiding contamina- 
tion of pickle and nickel tanks as char- 
acterized the previous process. The clean- 
er tanks now are dumped every two weeks 
rather than every week as was formerly 
necessary. The No. 909 and No. 12 are 
the only materials this leading finishing 
plant has found that would eliminate the 
solvent and handwipe operations. The 
elimination of handwiping labor costs re- 
sults in an estimated savings of $15,000.00 
per year. A definite improvement in 
smoothness and luster of the electro- 
deposit resulted with Diversey No. 909. 


COMPLETE INFORMATION AVAILABLE 


For additional information, including 
technical bulletins, write or call your 
Diversey D-Man. He will be pleased to 
work with you. Write or call today. The 
Diversey Corporation, Metal Industries 
Department, 1820 Roscoe Street, Chicago 
13, Illinois. In Canada: The Diversey 
Corporation (Canada) Ltd., Lakeshore 
Road, Port Credit, Ontario. 


Diversey 
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for deburring... 
ball burnishing... 
finishing 


Lower your manufacturing costs by volume 

handling of the deburring, ball burnishing 

or finishing operations ... get greater 

product uniformity and fewer rejects. 
Remember—whether your product is 2. 
die cast—steel—brass—or an alloy, Eg 


there's a Crown tumbling machine 







to fit your requirements. 


Tilting Type 

Tumbling Barrel 
Motor Driven Tilting 
or Hand Tilting 










Jr. Tilting Type 
Tumbling Barrel 


‘ % 
ii da a 





Ball Burnisher 


3465 N. KIMBALL AVENUE e 
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Horizontal Type 
Tumbling Machine 
Single Speed — Variable Speed 


Bench Type Tilting 
Tumbling Barrel 


2 «4 pew YY 
barrels furnished 
Rubber Lined 
Wood Lined 
“Buffer Strip” Lined . meh 
Unlined ’ 


SPECIAL TUMBLING MACHINES 
DESIGNED AND BUILT p 


WRITE FOR OUR COMPLETE CATALOG OF TUMBLING MACHINES AND ACCESSORY EQUIPMENT 


CROWN RHEOSTAT AND SUPPLY COMPANY 


CHICAGO 


18, ILLINOIS 





17 
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What Does 
Barrel - Finishing 
With ALUNDUM* 

TUMBLING ABRASIVE 

Offer You? 





Typical die casting before and after tumbling 
with ALUNDUM Tumbling Abrasive. 








A variety of parts before and after barrel-finishing with ALUNDUM Tumbling Abrasive. Included are castings, forgings, stampings, and machined parts. 


®@ It provides you with a fast, clean, economical method 
for finishing your metal parts to exact dimensions and 


degrees of surface finish. 


@ It enables you to remove burrs, flash, tool marks, and 
heat scale from large quantities of stampings, die cast- 


ings, and forgings quickly and inexpensively. 


@ It eliminates many slow -hand-finishing operations, 


increases production, saves time and money. 


@ If you don’t have barrel-finishing equipment in your 
plant, Norton will make test runs for you, without obli- 
gation, to show you what this process with ALUNDUM 


Tumbling Abrasive can do for you. 


A Tip on Barrel-Finishing 


Don’t forget that oily parts should be thoroughly 


*Trade-Mark Reg. U.S. Pat. Off. and Foreign Countries 


cleaned before barrel-finishing. They retard the abrasive 


action and make it impossible to obtain bright finishes. 


Norton Booklet, Form 301, “Pre- 
cision Tumbling with Alundum 
Abrasive” is packed with useful in- 


formation. Write for your free copy. 


NORTON COMPANY 


Worcester 6, Mass. 





Distributors In All Principal Cities 


es 
q 


----{NORTONF---- 











| | 
| ABRASIVES ! 
| Making better products tomake | 
7 other products better 
sso em wi dn lapis sh ines nie alas am 
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HANDLED WITH CARE 


attention to quality 71n NEALK* 7RIJCHLORethylene... 
persists even to the selection of containers which will 
most assuredly safeguard quality in transit...to give best 


results in metal-cleaning and degreasing. 





60 East 42nd Street, New York 17, N. Y. 





Liquid Chlorine e@ Caustic Potash e Carbonate of Potash e Paradichlorobenzene e Caustic Soda 
TRICHLORethylene e@ NIAGATHAL* (Tetrachloro Phthalic Anhydride) *Trade-mark 
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‘Belmont Metal of the Month"’ letters include market trends, statistics, and 
other helpful data—write to receive your copy—with our compliments. 
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HANDS... 


use them wisely! 





PENNSALT AE-18 — the original non-scaling aluminum etchant — 
gives you more productive manhours 


Why waste precious manhours chipping hard, 
rock-like scale out of your aluminum etching 
tanks? Pennsalt AE-18—the original non-scaling 
etchant—lets you clean those tanks with just a 
stream of water, ‘nm minutes instead of hours! 


Here are some typical savings for users of 
Pennsalt AE-18: 


Manufacturer of aluminum forgings—cut tank 
cleaning time from 48 manhours to about 3, 
eliminated air-hammer chipping. A real dollar 
saving! 


Fabricator of aluminum parts—8 manhours at 
straight time for tank cleaning with AE-18, 
instead of 44 manhours at time and a half— 
resulting in 36 more productive hours! 


All users praise the satin-like quality of an AE-18 
etch. Solution control is easier, more accurate— 
giving you a uniform surface. Most scratch and 
die marks come out of the metal with AE-18. 


Workers like the reduced fuming typical of an 
AE-18 etch tank compared with ordinary etching 
materials. This means increased safety and more 
worker comfort. 


Follow the lead of America’s great aluminum fab- 
ricators—get a better, more economical etch and 
save productive manhours with Pennsalt AE-18 
For full information, use the handy coupon below. 
Industrial Chemicals Department. Pennsylvania 
Salt Manufacturing Company, 1000 Widener Bldg., 
Philadelphia 7, Pa. 


a7 

















Pennsylvania Salt Manufacturing Co. 
1000 Widener Bldg., Philadelphia 7, Pa. 


Please send information on economical 


Name Title 

Company 

Address es > 
City Zone __State . 
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PENNSALT 
CHEMICALS 


for Industry + Agriculture + Health + Home 











Rhodium Plating | 


odium, a hard brilliantly white, tarnish-proof precious 









metal, is the logical answer to the restrictions on the usual 
plating metals for such objects as optical mounts, contacts 
for communica:ion equipment, radar components, surgi- 
cal instruments, and pen and pencil sets. Many others will 4 ai 
occur to the mind of the practical plater. | 


Commercial rhodium plating was developed in our labora- 
tories, and Baker Rhodium Plating Solution is made under 
the direction of the men who developed the process. 


Let us send you Directions for Rhodium Plating. 


113 Astor Street, Newark 5, New Jersey 
New York San Francisco Chicago 


OTED DRU 


Corrosion Resistant COATING ” 


The materials used in “Polykoting” are a blend of polyethylene resins carefull 
prepared so that the metal-resin bond is sure and durable. Polyethylene is ~ 
unusual in its insolubility and its inertness to most corrosive acids, alkalis, and) 
salts. 











Polykoted drums are completely MAIL THIS COUPON 
protected. All surfaces are coated FOR 


with polyethylene. The outside sur- 
face is pigmented a bright red as TABLE OF RESISTANCE 


shown in the photograph. Corro- OF POLYETHYLENE 
sive liquids can flow over the _ _| TO CHEMICAL ATTACK | _ 
} 














~~ : ‘ —= = 
4 outside and meet with out- 
~ standing resistance. POLYKOTE, Inc. 
446 Genesee Street, 
Polykoted Buffalo 4, N. Y. 


Drum sizes: 
Please send me your free literature entitled “Table 
of Resistance of Polyethylene to Chemical Attack 


55-50, 45, 35-30 gallons. 


° ae Name Title 
sizes coated inside only. 
Company 
POLYKOTE, INC ee 
, e 
Affil. of BBS. CO. (est. 1900) City State 


} 

' 

} 

} 

} 
Drums also available in above ) 
} 

) 

} 

) 

) 


446 GENESEE STREET Mohawk 9228 BUFFALO 4, N. Y. 
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INDUSTRIAL CHEMICALS 





‘ FROM HARSHAW CHEMICAL 
: Electroplating Salts, Anodes and Processes 
. Driers and Metal Soaps 

E 


Ceramic Opacifiers and Colors 


Fluorides 


SOE SS i GE 





Preformed Catalysts, Catalytic Chemicals 
Glycerine 

Synthetic Optical Crystals 

Agricultural Chemicals 

Fungicides 


Chemical Commodities 


chemicals 
for 

=|] industry 
“and 

ty 


} laboratory 


lly 
> IS) 

t 
and) 





THE HARSHAW CHEMICAL CO. 


CLEVELAND 6, OHIO 


Cleveland ¢ Chicago ¢ Cincinnati * Detroit * Houston 
Los Angeles © New York ¢ Philadelphia -¢ Pittsburgh 






LABORATORY APPARATUS & CHEMICALS 


FROM HARSHAW SCIENTIFIC 


Harshaw Scientific Division of The Harshaw 





Chemical Co. is a logical expansion of Harshaw’s 
progress in the chemical field. Laboratories need 


apparatus and chemicals to carry on their work. 





Thousands of items are carried in stock by Harshaw 
Scientific. Your requirements can be filled, whether 


you need chemicals and apparatus for a single 





experiment, or to furnish a complete laboratory. 
{ Branch offices and stocks are maintained in con- 
Mm  — figs venient locations to help you obtain your require- 
[ ments within a short time. 

{ 


HARSHAW SCIENTIFIC 


DIVISION OF THE HARSHAW CHEMICAL CO. 
CLEVELAND 6, OHIO 


a 


Cleveland ¢ Cincinnati * Detroit * Houston ¢ Los Angeles ¢ Philadelphia 
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@ Now, the Michigan Chrome and Chemical 
Company laboratories have improved their 
single-dip heat-cured rack coating which offers, 
in addition to positive insulation and pro- 
tection: (1) amazing tensile strength and scuff 
resistance; (2) permanent flexibility; (3) posi- 
tive and continuous adhesion; (4) simplicity of 
application; (5) savings in time, labor, and 
material . . . a major objective of chemical 
engineers for years. 


@ Exhaustive tests reveal the marked superi- 
ority of Improved MICCROSOL E-1003 in 
every important manner of comparison. In 
addition to the outstanding characteristics 
listed above, tests for abrasion and resistance 
to all commonly used plating solutions, acids, 
and caustics show superior performance in 
comparison to similar products. 


@ Improved MICCROSOL E-1003 is a 100% 
solids non-evaporating material that produces 
a smooth, tough, leather-like coating with a 
single application which will often outlast the 
life of the rack. Racks are completely proc- 
essed and ready for use in approximately 
2 to 4 hours. 


@ Has exceptionally high gloss, allowing 
free drainage and no solution carry-over. 


@ If you are not prepared to coat your racks, 
write us and we will be glad to furrfish the 
name of the applicator nearest you who is 
equipped to apply Improved MICCROSOL 
E-1003 Heat-Cured Rack Coating. 


‘and superior by every standa: d | 
of comparison . . . and costs less! 


It! 






in Every 


Respect ! 


Write for detailed bulletin. 










Developed and Manufactured by 
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JBVERY representative of Green Electric rectifiers 
also represents a manufacturer of motor-generators. 
We feel that these companies are qualified to tell 

you which type of power supply best meets your needs. 





— 


@ WALTER R. BINAI, indianapolis @ INDUSTRIAL CHEMICAL & EQUIPT. CO., | 
Minneapolis | 
© CORL CHEMICAL CO., seatti - @ MUNNING & MUNNING. ewer: | 
@ CROWN RHEOSTAT & SUPPLY CO., @ WEAVER EQUIPMENT & SUPPLY CO., | 
Chicago Houston | 

@ W. M. FOTHERINGHAM, Buttalo @ ALLEN |. WILLIAMS, Denver 








W. GREEN ELECTRIC COMPANY, INC. 


GREEN EXCHANGE BUILDING * 130 CEDAR STREET * NEW YORK 6,N. Y. 
RECTIFIER G: ENGINEERS 
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FLAME-SPRAYED 


CORROSION-RESISTANT 
POLYETHYLENE-LINED DRUMS 


Better - Yet Costs Less! 


Platers are enthusiastic about these new corrosion-resistant 
drums for operations where they formerly used breakable 
glassware and crocks ... dipping, storing, plating, filtering, 
ete... . for practically any chemical used in the plant! 


Schorithene is a seamless plastic lining made of polyethylene 
powder with the patented Schori Flame-Spray Pistol . . . the 
most corrosion-resistant material available today. Bonds firmly 
to metals, assuring long life; easy to clean. Drums coated on 
outside with plastic paint as protection against splash and 
drip. 

Order Schorithene-lined drums directly from us or your dis- 
tributor. See price list. Prices F.O.B. Long Island City; orders 
accepted from rated companies, otherwise payment with order. 


No COD’s. 


Custom Spraying of Tanks, Pumps, Agitators, etc. 
Distributor Territories Open 





Seamless 
Standard 


PRICE LIST 


Gallon Inside Inside List 
Cap. Diam. Height Cost 
312 i” o $ 7.50 

5 MW” 12” 9.50 

8 14” 13” 12.50 
15 15” 20” 17.50 
20 16” 24" 24.50 
20 18” Pim 24.50 
30 18” Pt 29.50 
30 22” 20” 29.50 
35 zt” 24" 30.50 
55 a2” 34” 36.50 


SCHORI PROCESS DIVISION 
FERRO-CO CORPORATION 
8-11 43rd ROAD LONG ISLAND CITY 1, N. Y. 
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GRIPMASTER POLISHING WHEEL CEMENT 1 
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TO YOU 


from the makers of 


12345 Schaefer Highway, Detroit 27, Mich. 
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Some conditions that affect 





properties of Electrodeposits 





tudy of properties obtained by depositing nickel 
nder various conditions reveals specific trends. In 
)aking each experiment only one condition was varied 
ile all other factors remained constant. 


EFFECT OF THICKNESS 


As thickness varies, the variation in properties of de- 
posits from the Watts type bath is especially significant. 
The variation of hardness, tensile strength and elonga- 
tion is most pronounced with thin deposits, as shown 
in Figures 1 and 2. 


 ianoeccemeae 


HARDNESS (KNOOP) 


A 
3 6 9 12 3 
DISTANCE FROM BASIS METAL (IN X 10° 


], Variation in hardness of nickel deposit with posi- 
tion of indentation on cross section (Watts bath). 


Tensile strengths of specimens, 0.0005, 0.001, and 
0.007 inch, heated to 1000°C in vacuo for an hour, 
showed no variation with thickness, indicating that the 
differences in the metal as-deposited were caused by 
differences in the structure of the deposits and not by 
the thickness as such. In general, grain size of a deposit 
from the Watts bath increases with distance from the 
basis metal. In contrast, grain size of a deposit from 
the all-chloride bath did not vary with the thickness. 


EFFECT OF pH 


Harder deposits of nickel were obtained at the higher 
end of the pH range than at the lower end. Deposits 
from a Watts bath showed minimum hardness at 3 to 4 
pH while deposits from an all-chloride bath increased 
continuously in hardness as the pH rose. Tensile 
strength varies with pH in approximately the same 
relationship as hardness. 


THE INTERNATIONAL NICKEL COMPANY, INC. 
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TENSILE STRENGTH 


TENSILE STRENGTH (LB/IN2 x 102 
rate) TeP Vitel M13 144 1 
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THICKNESS (IN X 1073 


2. Variation of tensile strength and elongation with 
thickness of nickel deposit (Watts bath). 


A fund of data, important not only in electro-forming, 
but also in predicting performance of nickel plated 
articles, has been developed by the study. 


A.E.S. RESEARCH PROGRAM 


The American Electroplaters’ Society is conducting a 
comprehensive research program and has developed 
useful information on current plating problems. Inter- 
national Nickel, in addition to its other support of this 
program, feels that it will be a further service to make 
copies of these A.E.S. Research Reports available. 


We offer you a free copy of this authoritative, de- 
tailed, 21l-page study. Simply fill in and return the 
coupon below. 


The International Nickel Company, Inc. 
Dept. MF, 67 Wall Street, 
New York 5, N. Y. 


Please send me a copy of A.E.S. Research 
Report, Serial No. 12 entitled “Physical 
Properties of Electrodeposited Metals.” 


... Title. 


67 WALL STREET 
NEW YORK 5, N.Y. 











THE NEW DANIELS 








Daniels presents the radically new 8H Plat- 
ing Barrel with these innovations: 


@ New Cylinder Arm and Arm-lock 
@ New Materials and Modern Design 
@ New rubber-covered Contact Frame 
@ Three Cylinders to choose from — 
Bakelite, Rubber or high-tempera- 
ture Lucite 
Designed to fill the demand for a small bar- 
rel for efficient plating of small lots of bulk 
parts, the 8H is ideally suited for precious 


metal plating, laboratory work and as a 
supplement to the production plating plant. 





DANIELS PLATING BARREL & BU Ada aaer 


MANUFACTURERS & DISTRIBUTORS 
Electroplating and Polishing Equipment and Supplies Be sure to write today for 


" our new illustrated catalogue 
129 Oliver Street, Newark 5, N. J. 
MArket 3-7450 
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| NOBLES ime a 
CENTRIFUGAL DRYER “SORE ARNE came 
increases production 
200%* 


You can get results just as the 
Warsaw Plating Co. did by a 
simple conversion to NOBLES 
CENTRIFUGAL DRYER. 
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Features 


SAFETY COVER 
SEALED CHAMBER ee : i ea 
CAST BASE 3 a = Per cent optswe Nave fnchtt® a x 
COMPACT * i ; 

AIR EXTRACTOR , 
EXPANDING BRAKE 
SEALED BEARINGS 
REVERSIBLE MOTOR 


WiC 4 
4 


Sa OS Write for more information. 
\ Bee wre 
\a NOBLES ENGINEERING & MANUFACTURING CO. 


745 EAST THIRD ST. ST. PAUL 6, MINNESOTA 
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FREDERIC B. 
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DETROIT 16, MICHIGAN 
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CAST COPPER 
99.9 + Pure 





SILVERSTEIN & PINSOF 


INCORPORATED 
1720 ELSTON AVE. © CHICAGO 22, ILL. © ARmitage 6-0070 
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PRECIOUS METAL WITH SCHAFFNER AVE PRECIOUS METAL WITH SCHAFP 


iii ae =. 
. Y oF YOUR PRECIOUS Nickel : 
“Sue ve 10 654 a 


eee = hy Using Schaffner's 


SAVE PRECIOUS New Laboratory Developed 1TH 86 


PRODUCTION PROVEN AFFNE 


My STEEL BUFFING COMPOUNDS ties 


Nickel is too scarce nowadays to buff off with 


1TH SCHAFP 


old fashioned buffing compounds and methods 


Schafine r’s sat’ fhis aay of Sta roity coming ana got 
ready for it. Five years ago we began research 
/ y ‘ sé ; »? ry tty y 

ind development Of a masterpiece buffing 
wound that id sare the ual hile 
compounc that would Spare the metal wnile 


perfecting the finish. 


That new-type compound is at last perfected. 
It is daily proving itself on industry’s important 


metal finishing assembly lines all over America. 


Put Schaffner’s new Steel Buffing Compound to 
work for you— saving you time, saving you 
precious nickel, selling and preserving your 
product. Write, wire or phone ROSEWOOD 
1-9902 today for the complete story — and you'll 


put this product to work for you tomorrow. 


Send for this 
Catalog today! 


gl ta Ally bess bg 


i Bw i "MANUFACTURING COMPANY, INC. 
- on 2 } | SCHAFFNER CENTER @¢ ROSEWOOD 1-9902 e¢ EMSWORTH, PITTSBURGH 2, PA. 
* TRIPOLI COMPOUNDS * “cutome COLORM ROUGE * GREEN ROUGE. * JEWELERS’ ROUGE 
= * CROCUS COMPOUND * STA . STEEL COMPOUNDS * ALUMINUM BUFFING COMPOUNDS 
"Schaffner Bros. make * ALL-PURPOSE BURFING COMPOUNDS * WHITE COLORING COMPOUNDS * NICKEL BUFFING 


things shine” (LIME) * EMERY CAKE * PLASTIC BUFFING COMPOUNDS * TALLOW GREASE STICK 
Bob — Paul -— Gus * PUMICE GREASE STOCK * POLISHING WHEEL CEMENT * STEEL POLISHING COMPOUNDS 


COMPOUNDS MADE IN BAR, SPRAY OR PASTE 
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Comes But Ounce asVear . 


4 


But when it does, we get to feeling 
mighty unimportant. So here's a quiet 
“Thanks . . . and the best of everything 
in the yeor ahead” to our friends in 
Rapid Electric 


the ploting industry. 


Company, Rectifiers and Controls. 





PARAMOUNT BRAND 


FELT WHEELS 






A.. you finishing articles which require a 
wheel with a “shaped” or contoured face? 
Don't forget that felt wheels lend them- 
selves to contouring probably better than 
any other type of wheel. Don't forget, too, 
you have nine degrees of hardness to 


BACON FELT COMPANY 


choose from when you buy 
Bacon Felt Wheels — The Para- 
mount Brand. Ask your supply 
house for Paramount Brand 
Felt Polish Wheels. 

Send for Our New Catalog 


TAUNTON 


437 WEST WATER ST. 


“America’s Oldest Felt Manufacturer" 
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Established 1825 
MASSACHUSETTS 


“Felt Does It Betler” 





Your Supply House can Furnish Bacon PARAMOUNT BRAND FELT BOBS & WHEELS 
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: ) ~~ @ “LUCITE” PLATING BARRELS 
e ENGINEERING DESIGN 


LAZO, Model 2 SHSD, single barrel plating unit 
complete with tank. Size: 45''x 32"x 30", re- 
cessed for two coils and necessary anode and 
cathode bus bar connections. Motor: 4 HP. 
Bodine, 220 Volt, 60 cycle, 3 phase with plane- 
tary gear arrangement and mounted on side of 
tank, Partiow indicating temperature control 
with solenoid valve and necessary piping. In- 
cludes one 14'x 30" LAZO Lucite cylinder com- 
plete with standard !/s"' perforations, Lucite cam 
lock door, Lucite ring gear, and an all Lucite 
acid resistant superstructure. 





LAZO, Model 2SHSD, SOAK CLEANER TANK. 
Size: 45"'x 32"x 30", complete with locating sad- 
dies and motor starting switches. Motor: !/, HP. 
Bodine, 220 Volt, 60 cycle, 3 phase with planetary 
gear arrangement. Burner: Bryant Immersion 
type complete with safety equipment. H Tem- 
perature Control complete with solenoid valve 
and dial thermometer. 





LAZO "Lucite" Acrylic plating barrels are chemically inert, light 
in weight and low in electric conductivity. Engineered for quick 
loading and unloading, these durable, clear acrylic barrels are of 
one piece, ribless construction. Combined, these and many other 
fine LAZO features assure you of trouble-free speed-of-operation 
with low maintenance and production costs. 











We engineer special equipment and design plant layouts. Write 
us full details for quotations. 


HARDWOOD LINE Mfg. Co. 


Lucite Cylinders for Complete Cycle Plating 
UNEXCELLED SERVICE 


2022 N. CALIFORNIA AVE. ° CHICAGO 47, ILLINOIS ‘ Dickens 2-9393 
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Youn bert bet's 


FORMAX 
for 


ZIPPO BUFFS 


These famous long-wearing 
buffs run cool under all buff- 
ing conditions. Constructed 
of high count bias-cut cloth 
mounted on safe steel centers. 
Available in a wide range of 
densities and center diameters. 








STYLE C-20 


CONTACT WHEELS 
and F-26 Belt Lubricant 


A C-20 flexible Contact 
Wheel will form itself to the 
shape of the work and permit 
the abrasive belt to polish 
contoured surfaces and F-26 
Abrasive Belt Lubricant will 
increase belt life by prevent- 
ing loading and glazing. Pro- 
duces finer, smoother and 
brighter surfaces through 
lubrication. 
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BUFFING 
COMPOUNDS 


A complete line of produc- 
tion buffing compounds. 
Produced in bar and tube 
form. Formax is the origi- 
nator of the ‘““Spraymax”’ 
Liquid Compounds for 
brush or spray application. 


for 


FLEX-A-GLU 
POLISHING WHEEL 
CEMENT-—A flexible syn- 


thetic adhesive in a ready-to- 
use form. Dries quickly. 
Increases polishing wheel life 
and produces uniform finishes 
regardless of grit size used. 






Send for Descriptive Literature 


FORMAX 


MANUFACTURING CORP 


3171 Bellevue Ave. DETROIT 7, MICH. THE 





MANUFACTURED IN CANADA BY JOHN GALLOWAY LTD., KITCHENER, ONT. 


24 MET 


PACKER-MATIC 


AUTOMATIC MACHINES FOR BUFFING @ POLISHING @ DEBURRING @ GRINDIN® 


PACKER 
MACHINES — 





On buffing, grinding, or deburring jobs 
Packer Machines finish far more pieces per 
hour than was ever possible with unreliable 
hand operation. The quality of a Packer 
finish is superior and all pieces are finished 
exactly alike. This is true no matter what 
you finish because your Packer Machine is 
designed to meet your specific requirements 

.and built to keep meeting them for years: 
only Packer Machines enclose all moving 
parts in a dust-proof oil reservoir, all con- 
tacts in a dust-proof switch box. All-elec- 
tric push button controls assure ease of oper- 
ation. Every Packer Machine is guaranteed 
for one year and prompt, complete service is 
assured. If you would like to know more 
about rotary, indexing, and _ straight-line 
Packer-Matics, write today to the Packer 
Machine Company, 300 Center St., Meriden, 
Connecticut. 





PACKER MACHINE COMPANY @ MERIDEN, CONN 
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COMPLETE 


EQUIPMENT REQUIREMENTS 
FOR 


CHROMIC & SULPHURIC ACID 
ANODIZING 


CHEMICAL TREATMENTS 


FOR ALUMINUM 


We are prepared to design and 
furnish complete installations 
— including overhead hoist or 
crane transfer mechanism. 


7. GILBERT TRAMER c.. 


POLISHING « PLATING SUPPLIES « EQUIPMENT 


402 SWETLAND BLDG., CLEVELAND 15, OHIO 
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Extra Profits by the Barrel | 





} 





<p We color” 
> your metal 
products 








Singleton H-T Lucite Plating Barrel with gear, dangler and door clamps. 


New, Record Performance at Lower Cost. 
with Singleton H-T Lucite Plating Barrels 


Their superior performance beats all other plating barrels 
in the industry, bar none! And they cost you less!! Only 
Singleton H-T Lucite Plating Barrels give you the exclusive 
advantages of Singleton Fusion-W elded construction. Greater 
structural strength, better results — easily outlasts, outper- 
forms others 2 to 1. No twisting, bending or warping under 
full loads. No troublesome screws or ‘bolts. Time-proven 
in continuous commercial service! Operate in temperatures 





up to 220° F., through complete cycle — non-contaminating, 
non-deteriorating in acids or alkalies. Non-absorptive STEEL, ALUMINUM, AND BRASS PRE-FINISHED 


perforations stay true; no clogging. Transparent for observ- 
ing work, they also resist abrasion, mechanical and thermal COLOR COIL 
shock. At least 1: lighter weight than other types; easier 
handling. Available ribbed or ribless. Made for any type of 
contact desired. Doors open quickly, easily. No need to buy saves 
new machines . . . just order Singleton H-T Lucite Plating ti 1 coils compietely eliminate such _ costly 
Barrels to fit your present hardware of any make, or custom- ime: time-consuming operations as hand feed: 


] ; : i hearing, cleaning, tumbling, spray 
made to fit your special requirements. n 1 is i 9g 9 g. SP 





Users of Enamelstrip in  continuous-feed 





ing, dipping, rustproofing, baking, dry- 
. Saves ing. Enamelstrip’s exclusive pre-treatment 
Singleton Panels and Doors Improve Your Old Barrels} —_jahor! 


and finishing process achieves a flexible 
lustrous finish which withstands the stresses 


Made of H-T Lucite for quickly and easily replacing your old doors of drawing, bending and forming without 
and panels, they offer the chemical and physical advantages noted saves cracking or peeling. Fabricate your meta! 
above ... and cost you less. When they've outlasted your old barrel parts and products from Enamelstrip to be 
ends, let Singleton replace these, too. You'll have the equivalent of | money! < sure of a smooth, glossy finish at reduced 
new H-T Lucite plating barrels, with years of peak performance ahead. | = costs! } 


Send details of your operations and | ENAMELSTRIP 


requirements when writing for 








in any metal, any color, coated and 














—_— 4 Bulletins and Price List. precision slit to your specifications. 
S I N G L E T 0 C 0 * see how this important new development 
improves production . . . and profits! Write 
10516 Western Ave., Cleveland, 0. WOodbine 1-9056 | immediately for detailed descriptive bulle 








tin to our National Sales Representatives 
- | T = | 
Sea i= EIS | THE COATED COIL CORPORATION 
> —_ | 533 West 30th St., New York 1 @ Phone: LOngacre 5-316! 
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another copper plating 
improvement 


rounds out today’s advantages of the 
UNICHROME PYROPHOSPHATE PROCESS 


® More than ever, recently improved Unichrome 
Pyrophosphate Copper stands out as the bath 
with answers to many of today’s plating room 
requirements. It has wide current density range 
—and maintains it! This helps keep plating out- 
put high by sustaining plating speed. 


In addition, deposits are extra smooth, pro- 
viding an excellent base for direct plating with 
bright chromium. Where smoothness of the base 
metal and quality requirements permit, it is 
sometimes possible to plate chromium without 
polishing this copper. If polishing is required, it 
is easily accomplished chemically or by buffing. 
The smooth, ductile Unichrome Copper deposit 
colors easily with no more than a light fanning. 
Therefore,.you waste less copper on the wheel — 
minimize the danger of cutting through copper 
on sharp edges. 


Containing no brighteners, Unichrome Copper 


is easier to control. With no cyanide, it greatly 
reduces your cyanide disposal requirements. 


USABLE IN NICKEL TANKS! 


Especially important to the plater substituting 
copper for nickel is the fact that Unichrome 
Copper, operating at 110° to 140° F, can be used 
in nickel tanks lined with rubber or plastic. 


Write for new bulletin describing the many 
advantages of Unichrome Copper. 





A quick dip in this solution brightens 

copper without banding or streaks. It 
UNICHROME CHEMICAL POLISH 601 +S, Simple, 
safe polisher, 
with great tolerance for copper. Saves 
buffing costs in preparing copper for 
chromium. 














UNITED CHROMIUM, INCORPORATED 12°. 73542 Wey. 


Waterbury 20, Conn.-Detroit 20, Mich.-Chicago 4, Ill.-Los Angeles 13, Calif. 


In Canada: United Chromium Limited, Toronto, Ont. 


- GOAMIGS for WETS 
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A most Prerious Reason for us to wish you the best, on this most 
Precious Yuletide Season—your friendship and patronage! 


Manufacturers of Precious Metal Plating Solutions 


“Where Glittering Elegance Reflects Lasting Quality.” 

















54 West 22nd St. 


ORegon 5-0094-5 New York 10, N. Y. 
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BOOKS 
FOR THE PLATER 


Metallizing Non-Conductors 
By SAMUEL WEIN 


The present work deals with every 
known method for “metallizing’’ or 
the deposition of metals by electrolysis 
(plating) or non-conductors. It is 
divided into several sections, i.e., those 
processes which use chemical, mech- 
anical and physical methods for treat- 
ment of surfaces for metallizing. In 
these groups the specific methods are 
chronologically reviewed and so the 
reader can very readily get a better 
idea of the progress made by the 
various workers in these arts. At the 
end is an alphabetical listing of con- 
tributors to the art, so that the seri- 
ous workers can refer to the original 
sources of the information given in 
the text by Mr. Wein. 

The text is prepared in a practical 
fashion so that the formulas given 
will be of material use and is the 
result of literature collected by the 
author for more than 25 years and 
which has been in use by a number 
of industrial concerns here in the 
United States and abroad. 


PRICE $2.00 








Dictionary of Metal Finishing Chemicals 
brite 


By HALL and HOGABOOM 
@ adve 


This volume fills the need in the 
metal finishing field for a handy 
source of information concerning the 
chemicals employed. The technical and 
common names are listed in alpha- 
betical order together with informa- i 
tion as to physical appearance, chemi- Ae 
cal formula, molecular weight, melt- ee 
ing and boiling points, and solubility. 
Available grades, types and sizes of 
shipping containers are also given, al! 
of which are of help in identifying the 
contents of unlabelled packages which 
are found in most plating rooms. A 
special section contains tables of de- 
grees. Baumé and specific gravity for 
solutions of a great many salts. Vari- 
ous solutions and dips employed ir 
the finishing department may be easily 
controlled by the use of a hydrometer 
and these tables. The authors, editors 
of the Plating & Finishing Guidebook 
and associate editors of Metal Finish- 
ing, as a result of their familiarity 
with the requirements of the industry 
have compiled a_ reference volume 
which belongs on the shelf of every 
metal finisher. 
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x28 PRICE $3.00 ‘ 


BOOK ORDERS PAYABLE IN ADVANCE ‘ c 
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bright 20 


with DU PONT 
“DUROBRITE” 


ADDITION AGENT 309 


% 7 7 77 


RUGGED - ECONOMICAL - HIGHLY EFFICIENT 


in barrel, still, semi- and full automatic units, ‘‘Duro- 
brite’ Addition Agent 309 offers these outstanding 
advantages: 


* Can be used for any type of cyanide zinc plat- 
ing—in all types of plating equipment. 


* Allows increased output with materials at hand. 


* Increases throwing power of the bright plating 
range—provides greater lustre. 


* Assists in consistent production of uniform 
bright plate. 


* Gives deposits suitable for subsequent passi- 
vating treatments. 


Tune in to Du Pont ““CAVALCADE OF AMERICA” Tuesday Nights —NBC coast to coast 


ou PONT Chemicals © Processes « Service 


_ for ELECTROPLATING 


806. ¥. 5. paT.Ort 


BETTER THINGS FOR BETTER LIVING... THROUGH CHEMISTRY 
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FOR 


FURTHER INFORMATION 


on “Durobrite’’ Addition Agent 309, ask 


your Du Pont Technical Representative 

... call our nearest office . . . or mail 
the coupon below. 

DISTRICT SALES OFFICES: Baltimore, Boston, Cher- 

lette, Chicege, Cincinnati, Cleveland, Detreit, 


£1 Mente (Calif.), New York, Philedelphie, 
Pittsburgh, Sen Francisco. 


—o—_ 










E. I. du Pont de Nemours & Co. (Inc.) 
Electrochemicals Department, 
Wilmington 98, Delaware 


Please send me more information about 


‘‘Durobrite” Addition Agent 309 for use in 
MEN 6 Bk. 4 Hae oe wewdieS ex products. 


Name 





Title 





Firm 





Street & No. 





City 
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SCRAPPY SAYS: 






NON-FERROUS SCRAP 
NEEDED, TOO! 






it’s needed to make STEEL! 









One half of all the raw materials used in steel production is scrap. 
Today, the mills aren’t getting enough iron and steel scrap to keep up with 


greatly increased steel production. 


AND WHAT IS SCRAP? 


Scrap is many things. Here are three: 


1, the “‘left-overs” of iron and steel pro- 
duction, fabrication and machining. 


2. junked autos and old farm machinery. 


3. obsolete iron and steel equipment in 
factories, such as old machinery, 
tools, dies, jigs, fixtures, chain, 
valves, etc. 


’ 


But—the “left-overs” are not great 
enough today to fill the unprecedented 
demands for steel production. 


And, with replacements scarce, less 
junked autos and farm machinery have 
entered the scrap supply lines. 

So—only by digging out all the never- 
to-be-used odds and ends of broken, 
worn-out, and obsolete factory equip- 


ment... can mills and foundries get all © 


the scrap they need. 


If they don’t get it, steel production 7 


rates may be severely hampered . . . and 


our country’s effort to maintain military © 
strength and civilian economy at the © 


same time, will be crippled. 


It’s YOUR Job to Furnish More Scrap 


Institute a steel scrap salvage program in your plant. Appoint one top 7 


official in your company to take full responsibility. Have him consult with 


your local Scrap Mobilization Committee and local scrap dealers. The nearest © 


office of the National Production Authority, Department of Commerce, can 
tell you who your local Scrap Mobilization chairman is. 
Do this now. Write for a copy of the booklet, “Top Management: Your 


Program for Emergency Scrap Recovery”, to Advertising Council, 25 W. 7 


45 St., New York 19, N. Y. 


This advertisement is a contribution, in the national interest, by 
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~~ ((~\fZ Our service ''shines”’ all 


Southwestern Sales and Service Repre- 
sentatives for these Famous Firms: 


@ THE UDYLITE CORPORATION 

@ JOSEPH R. DAVIES & ASSOC. (‘‘Joe-D”’ Sisal Buffs) 

@ R. O. HULL & COMPANY 

@ INDUSTRIAL ELECTROPLATING COMPANY 
(Niehaus Fume Separators) 

MacDERMID, INC. 

TOPPER EQUIPMENT COMPANY 

FREDERIC B. STEVENS, INC. (Subsidiary of Udylite 
Corporation) 

@ ALROSE CHEMICAL COMPANY (Jetal Process) 

@ ALLIED RESEARCH PRODUCTS (liridite) 

@ ALMCO DIVISION, QUEEN STOVE WORKS 


—and many others 
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Call DAVIES—now exclusive 
Southwestern Distributors 
for famous IRIDITE PRODUCTS 


The complete line of IRIDITE coatings will solve 
practically all problems in chromate conversion 
finishing of Zinc, Cadmium, Aluminum and the 
Cuprous Alloys. IRIDITE offers you: 


@ Peak corrosion resistance 
® Lasting paint adherence 
@ Widest choice of colors 


@ Ease of application without special equipment 


We particularly recommend: 


@ IRIDITE No. 1, 4 or 8-P 
for zinc and cadmium 


@ IRIDITE No. 14 AL-Coat 
for aluminum 


@ IRIDITE No. 7 Metcote 
for copper, brass and bronze 


All IRIDITE finishes are approved under U. S. Government 
specifications and can be modified to meet your specific 
conditions. If present types are unsuitable, Allied Research 
Products engineers will gladly help develop special finishes. 
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Here are today’s best... 
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PLATING METHODS AND PROCESSES 


This new book covers both the theory and practice of elec- 














REISE A EA 


St yang 


trodeposition on metals, alloys and plastics. 


Here are the basic theories and principles of electroplating—the 
practical methods and processes that are of invaluable use to 
everyone concerned with electroplating and electrotyping. The 
most efficient methods of making electrodeposits on more than 40 
different metals, alloys and plastics are summarized completely in 
this thoroughly revised and enlarged book. You get simple ex- 
planations of principles of electrochemistry and physics that 
underlie plating processes, and of recent developments in electro- 
deposition procedures and products. 


Principles of 


ELECTROPLATING 
and 
ELECTROFORMING a. 


[Electrotyping) Third Edition 
455 pages, 6 x 9, 
illustrated, $6.00 











William Blum 
Chemist, U. S. Bureau of Standards 











George B. Hogaboom 
Seceaiand Use this handy coupon. 





i 

to order your copy now! 

Completely revised to make it a more practical work- Zs ee nn ne “ 
ing tool, this text summarizes an mene ~ con we { METAL FINISHING 
modern practice in the field. It covers methods used for { 11 West 42nd Street . 
qualitative, quantitative analyses of solutions; pick- { New York 18, N. Y. 
ling, dipping; electropolishing ; electroforming, mee , Dininaainiiih sink nceansic sl Niiiai edie. B 
typing, producing phonograph record matrices, and { boom’s PRINCIPLES OF ELECTROPLATING ) | 
manufacturing tubes, etc. _{ AND ELECTROFORMING immediately. | } | 
The metals are dealt with fully in the same order as in ( mnie — my check (or money order) for , 
the periodic system of elements—making application ( $6.00, plus a few cents for postage charges. 
of specific data direct and easy. You get a description { Name 4 
of deposition on metals and plastics, and on alloys erm ) ‘ 
including brass, bronze, tin-zinc, nickel-molybdenum, -_ \a 
etc. Tables show resistivities of solutions, hardness of q City _——-——---___-- _ )o 
electrodeposited metals, and other electroplating engin- { State lee ae hors ) 5 
eering tables and data, ete. | \ 





42 METAL FINISHING, December, 1951§ \ 








i 





oe) aa 


| 
— 











\ 





3 Spray Cleaners 


that reduce pressure cleaning to a routine operation 


SC-2-E is a water-solvent emulsion that performs better than straight solvents, 
can be operated continually without any redeposition from the bath, provides posi- 


tive cleaning and long life. 


SC-4 is in the classification of high alkalinity materials buffered for use on non- 


ferrous metals . . . equally adaptable to steel. 


SC-9 provides the advantages of both alkali and solvent emulsions. 


Within the scope of these three spray cleaners, you wili find the answer to any 
pressure cleaning problems. Compare the cost of these products with any other 
cleaning method. Whether your operation is a single stage or a multiple cleaning 
sequence, you will find these products equally economical and effective. Ask the 
Northwest man in your area for his recommendation or write to us for complete 
information. 
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SINCE 1896 


For Plating, Metal Cleaning, Pickling, Acid 
Dipping, Drying and Allied Operations 


FULLY AUTOMATIC SEMI AUTOMATIC 
MANUALLY OPERATED 
—, 
PLATING BARREL APPARATUS 
STILL TANK PLATING EQUIPMENT 
VARIABLE SPEED PLATING APPARATUS 
AUTOMATIC CLEANING & PLATING UNITS 
CONTINUOUS ACID TREATMENT EQUIPMENT 
MECHANICAL CLEANING APPARATUS 
ELECTROLYTIC PROCESSING UNITS 
GENERATOR EQUIPMENT 
DRYERS, ETC. 
G—re, 
U.S. GALVANIZING & PLATING 
EQUIPMENT CORPORATION 


ated 1896 


31 Heyward Street, Brooklyn, N. Y., U.S. A. 
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Pioneers in Heavy Duty Selenium Rectifier Power 
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Lang May Your P 7 V2 coh ‘ 


» « « may your holidays 
be joyful, your New Year filled 
with happiness, success 


and prosperity. 


WATERBURY, CONNECTICUT 





